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SECTION DRAWING 
ASSEMBLY DRAWING 
ISOMETRIC DRAWING _ 

ONE VIEW DRAWING 
TWO VIEW DRAWING 
THREE VIEW DRAWING 
AUXILIARY DRAWING 
SECTION DRAWING 
ASSEMBLY DRAWING 
ISOMETRIC DRAWING 
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ERIC 



ifttidu^MiiiiiiMiiiiiiiWIil^iiii 



Hilliiilfiliiilli^ 



TABLE T-IA ADDITIONAL INSTRUCTIONAL DIViSIONS AND UNITS 



CODE ^ DIVISION 



CODE 



UNIT 



5i 



ERIC 



TABLE T-2 TERMOB DIVISION AND UNIT OUTLINE 

MACHINE SHOP PROGRAM 

DOES THIS OUTLINE CONTAIN ALL TOPICS IN WHICH GRADUATES ACQUIRE 
JOB-ENTRY skills: YES., ^NO; 



CODE 



DIVISION 



CODE 


UNIT 


04 


FILING 


02 


POLISHING 


03 


LAYOUT 


0^ 


ASSEMBLY 


05 . 


DRILL PRESS 


Of 


ANNEAL 


02 


HARDEN 


03 


TEMPER 


01 ^ * 


LATHE 


02 


Milling 


03 • 


GRINDING 


Ok 


SPECIAL 


05 


PROJECTS 


06 


SHAPER-PLANER 


01 


COMPARATOR 


02 


HARDNESS TESTER 


03 


HAND MEASUREMENT 


Otf 


INDICATORS 


05 


THREAD MEASUREMENT 



01 



02 



03 



Ok 



■BENCH WORK 



HEAT TREATMENT 



MACHINES 



INSPECTION 



\ 



KO 



TABLE T-2A ADDITIONAL TERMOB DIVISIONS AND UNITS ^ 



CODE DIVISION CODE UNIT. 
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7 



TERMINAL PERFORMANCE OBJECTIVES CTERMOBS) 
AND 

REPORTING FORMS 



ERIC 



MISOE NO. 



PROGRAM 



MACHINE SHOP 



DIVISION 
UNIT 

TERMOB NO. 



01 
01 



BENCH WORK 



FILING 



16-0 01 



LOO CONDITION 



( 
C 
C 
( 

C 
C 



> 
) 
) 
) 



.01 
.02 
.03 
.Oh 

7-0-5- 



1.06 
1.07 



BLUEPRINT OF ONE INCH CUBE 

ALUMINUM MILLED TO ONE TNCH CUBE 

STEEL MILLED TO ONE INCH CUBE v 

NYLON MILLED TO ONE INCH CUBE 

HIGH M OL E CUL AR WEIGHT POLYETHYU EH^MILLED 

ONE INCH CUBE 

BASIC MACHINIST'S Tools CTABLE T-3J 

BELT GRINDER 



TO 



2.00 PERFORMANCE 



GENE RAL STATEMENT OF PERFORMANCE AND RESULTIN G OUTCOME 
( ) 2.01 DEBURR EDGES OF CUBE EMPLOYING THE FOLLOWING 
OPERATIONS: 



C ) 2.02 FILE EDGES 
C > 2.03 GRIND EDGES 



3.00 EXTENT 



GENERAL 
C ) 3.01 



STATEMENT 

CUBE IS DEBURRED 



OF EX TENT AND EXTENT OF RESULTING 

WITH NO SHARP EDGES TO AP 
BOARD OF EXPERT RATERS. TO BE COMPLETED 
MINUTES W|TH EACH OPERATION JUDGED AS 
UNSATISFACTORY . 



wV 



TCOME 
ROVAL OF 
THIN 10 



SATISFACTORY 



OR 



3.02 
3.03 



SHARP EDGES ARE REMOVED WITH NO VISIBLE CHAMFER 
SHARP EDGES ARE REMOVED WITH NO -VISIBLE CHAMFER 
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MISOE NO. 



PROGRAM 

USOE CODE NO(S) 



MACHINE SHOP 



DIVISION 
UNIT 

TERMOB NO. 



01 
01 



BENCH WORK 



FILING 



16-001 



.00 CONDITION 



/ 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING' OUTCOME 



■ ... ■ ■ ^ ■ : 

t 3.00 EXTENT ' 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 




ERIC 



..^■l. .V..., /..,.->: ^ . 



MiSOE NO. 



PROGRAM 



MACHINE SHOP 



DIVISION 01 
UNIT -lOl 
TERMOB NO. 



BENCH WORK 



FILING, 



15-002 



.00' CONDITION 



C )■ .1.01 BLUEPRINT OF ANGLE PLATE 

( ) 1.02 ANGLE PLATE WITH TWO DRILLED 5/k INCH HOLES 

( ) 1.03 BASIC MACHINIST'S TOOCS CTABLE T-3) 

( > 1.0k THREE EDGED CUTTER 



.^-Q^ B etT GR I N D E i^ 



2.00 PERFORMANCE 



GENERAL STATEMENT Ol^ PERFORMANCE AND RESULTING OUTCOME 

C ) 2.01 DEBURR ANGLE PLATE EMPLOYING THE FOLLOWING OPERATIONS; 



( ) 2.02 
C ) 2.03 
( ) 2.0k 



FILE EDGES 
GRIND EDGES 
DEBURR HOLES 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT^ OF RESULTING OUTCOME 
C )■ 3.01 ANGLE PLATE IS DEBURRED WITH NO SHARP EDGES TO 

APPROVAL OF BOARD OF EXPERT RATERS. TO BE. COMPLETED 
WITHIN 10 MINUTES WITH EACH OPERATION JUDGED AS 
SATISFACTORY OR: UNSATISFACTORY. 



03 
O^f 



SHARP EDGES ARE 
SHARP EDGES ARE 



REMaV^D-WlTH NO VISIBLE CHAMFER - 
REMOVED WITH NO VISIBLE CHAMFER 
REMOVED; CHAMFER NO LARGER THAN .015 



ERJC 



MISOE NO, 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) 



1.00 CONDJTION 



DIVISION 01 
UNIT 01 
TERHOB NO. 



RFNrH WORK 



FILING 



16-002 



2.00 PERFORMAhiCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT • 

GE NERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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er|c . 



Ml'iOt NO. 



r 



PROGRAM 



MACHINE SHOP 



• DIVISrON 01 
UNIT 02 
TERMOB NO. 



BENCH WORK 



POLISH 



16-003 



1.00 CONDITION 



C 
C 
C 
C 

c 



1.01 
1.02 
1.03 
1.04 
1.05 



BLUEPRINT OF A GAGE BLOCK 
MACHir^ED GAUGE BLOCK 
POLISHING COMPOUNDS 
BUFFERS 

DRILL PRESS _ 



C ) 1. 06 LATHE 

C ) 1.07 PEDES'TAL GRINDER 

2.00 PERFORMANCE 



aFNFRAL STATENteNT OF PERFORMANCE AND RESULTING OUTCOME 



C ) 2.01 



mse 

PQl/lSH GAUGE BLOCK AS 
EMPLOYING ' 



SPECIFIED IN BLUEPRINT 

THE FOLLOWING OPERATIONS: 



C ) 2.02 
C ) 2.03 
C ) 2.04 



SECURE GAUGE BLOCK 
SELECT COMPOUND 
POLISH ALL OVER 



3 . 00 EkTENT 



GENERAL <;tatf MENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

ri 3 01 GAUGE BLOCK IS POLISHED TO APPROVAL OF BOARD OF 

EXPERT RATERS. TO BE COMPLETED WITHIN 30 MINUTES 
WITH EACH OPERATION J.UDGED AS SATISFACTORY OR 
UNSATISFACTORY. 



3 0') GAUGE BLOCK DOES NOT MOVE UNDER WORKING PRESSURE 
3! 03 CORRECT COMPOUND SELECTED FOR DESIRED FINISH 
3.04 TO FINISH SPECIFIED IN BLUEPRINT 



ERIC 
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MISOE NO. 



PROGRAM - MACHINE SHOP 

USOE COOE NO(S) 



DIVISION 01 
UNIT . 02 



POLISH 



)«00 CONDITION 



2.00 PERfORMANCE 

GENERAL STATEMENT OF . PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

6ENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



•><ISOE NO. 



MACHINE SHOP 



DIVISION 01 
UNIT 02 
TERMOB NO. 



BENCH WORK 



POLISH 



16-063 



1.00 CONDITION 



) 
) 
) 
) 



1.01 
1.02 
1.03 

1. 05 



BLUEPRINT OF GAUGE BLOCK 
MACHINED GAUGE BLOCK 
LAPPING COMPOUNDS 
LATHE 

DRILL PRESS 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

270l LAP GAUGE BLOCK AS SPECIFIED IN BLUEPRINT EMP LOY I NG 
- 'THE FOLLOWING OPERATIONS: 



~C~5 2T02 

C ) 2.03 
C ) 2.04 



SECURE GAUGE BLOCK 
SELECT COMPOUND 
LAP GAUGE BLOCK 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



C ) 3.01 



GAUGE BLOCK IS LAPPED TO APPROVAL OF BOARD OF "EXPERT 
RATERS. TO BE COMPLETED WITHIN 2 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



3.02 GAUGE BLOCK DOES NOT MOVE UNDER WORKING PRESSURE 

3.03 CORRECT GRIT SIZe AND COMPOSITION SELECTED 
3.0^t TO t .0001 



6i 



ERIC 



-J 



MISOE NO. 



PHOGRAM MAC H I NE S HOP 
USOE CX)DE(s) 



DIVISION 01 
UNIT 02 
TERf^OB NO. 



BENCH WORK 



POLISH 



16-065 



1.00 CONDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



5.0 0 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 




ERIC 



:iso&'NO. 



MACHINE SHOP 



DIVISION 01 BENCH WORK 
UNIT 03 LAYOUT 

TERMOB NO. 16-059 



1.00 CONDITION 



C ) 1.01 BLUEPRINT OF AN ANGLE IRON PLATE 

C ) 1.02 REQUIRED STOCK, MACHINED TO ROUGH OUTSIDE DIMENSIONS 

C ) 1.0 3 SURFACE PLATE 

C ) 1.0*t VERNIER HEIGHT GAUGE 

C ) 1.05 BLUE DYEKEM 

r •) 1.06 BASI-€-MACt4H4l4T^^-^QLS CTABLE T-5^ 



2.0 0 PERFORMANCE 



GENER AL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

"Cl 2 01 LAY OUT ANGLE IRON PLATE AS SPECIFIED IN BLUEPRINT 

EMPLOYING THE FOLLOWING OPERATIONS: 



) 2.02 PAINT ROUGHED OUT BLOCK 
) 2.03 SET HEIGHT GAUGE 
) '2.04 5CRIBE LAYOUT LINES 



3.0 0 EXTENT 



fiFN FRAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

C S 3.01 — ANGLE IRON PLATE IS LAID OUT TO APPROVAL OF BOARD OF 

EXPERT RATERS. TO BE COMPLETED WITHIN 20 MINUTES WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



) 



3.02 
3.03 
3.04 



EVENLY ON 
TO ± .005 
TO ± .005 



FOUR SIDES 



ERIC 



MISOE NO. 



PfOCJRAM MACHI N E SHOP 
USOE CODE<s) • 



DIVISION 01 
UNIT 03 
TER'^ NO. 



BENCH WORK 



LAVOUT 



1.00 CQNDITION , 



'2.00 PERFORMAJ^CE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING "bUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTIN6 OUTCOME 




6'. f 
4 



ERIC 



j 



MiSOE NO. 



MACHINE SHOP 



_DIVISI0N 01 
UNIT 94 
TERMOB NO. 



BENCH WORK 



ASSEMBLY 



16-060 



1.00 CONDITION 



C ) 1.01 USSEMBUY DRAWING OF A BENCH VISE „ 

C ) 1.02 MACHINED, HARDENED AND GROUND PARTS OF A BENCH VISE 
( ) 1.03 BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

(-3 2.01 ASSEMBLE BENCH VISE EMPLOYING THE FOLIOWING. OPERATIONS 



) 2,02 TAKE INVENTORY OF PARTS 

) 2.03 ASSEMBLE ALL SUB-ASSEMBLIES 

) 2.04 ASSEMBLE SUB-ASSEMBLIES TOGETHER 

3 2.05 CHECK MOVING PARTS ^ 



3.00 EXTENT 



5. - 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
•J-^ jToi BENCH VISE IS ASSEMBLED TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN ONE HOUR WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



C > 3.02 ALL PARTS PRESENT 

C ) 3.03 PARTS PROPERLY ALIGNED 

C ) 3.04 SUB-ASSEMBLIES PROPERLY ALIGNED 

C ) 3.05 VISE OPERATES PROPERLY 
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MiSOE NO. 



PROGRAM ' MACHINE SHOP 

usoe c»oe(s) *^ 



1.00 CONDITION 



DIVISION 01 
UNIT O^t 
TERMOe NO. 



BENCH WORK 



ASSEMBLY 



16-060 



2.00 PERFORMANCE 

CFNERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

r.FMFRAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME, 
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ERIC 



:IS0E NO. 



MACHINE SHOP 



DIVISION 01 BENCH WORK 
UNIT O^f ASSEMBL?"" 

TERMOB NO. 16-061 ^ 



1.0 0 CONDITION 



C ) 1.01 ASSEMBLY DRAWING OF A TAP WRENCH , 

CO 1.02 MACHINED, HARDENED AND GROUND PARTS OF A TAP WRENCH 
C ) 1.03 BASIC MACHINIST'S TOOLS CTABLE T-3) 



2.0 0 PERFORMANCE 



GENE RAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

2701 ASSEMBLE TAP WRENCH EMPLOYING THE FOLLOWING OPERATIONS 



C ) 2.02 TAKE INVENTORY OF PARTS 

C ) 2.03 ASSEMBLE ALL SUB-ASSEMBLIES 

C ) 2.0*+ ASSEMBLE SUB-AS'SEMBLI ES TOGETHER 

C ) 2.05 CHECK MOVING PARTS 



5.0 0 EXTENT 



r.FNE RAL STATEMENT OF EXTENT AtlD^EXTEtvT OF RESULTIN G OUTCOME 
(• S 3.01 TAP WRENCH IS ASSEMBLED TO APPROVAL OF BOARD OF EXPERT 
RATERS. -TO BE COMPLETED WITHIN 30 MINUTES WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



C ) 3.0 2 ALL PARTS PRESENT 

C 3 3.03 PARTS PROPERLY ALIGNED 

C ) 3.0't SUB-ASSEMBLIES PROPERLY ALIGNED 

C ) 3.05 TAP WRENCH OPERATES PROPERLY 



ERIC 



b I 



MISOE NO. 



PHOGRAM • MACH INE SHOP 
USOE codecs) ' ' 



DIVISION Oi 
UNIT O^f 
TERMOe NO. 



BENCH WORK 



AS^lMffTT 



15-661 



I. 00 CONDITION 



2,00 PERFORMANCE^ 



GENERAL^STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT % ^ 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



GS 



ERIC 



ICOE NO. 



MACHINE SHOP 



DIVISIOM 01 
UNiT 0 5 

TERMOB NO. 



BENCH WORK 



DRILL PRESS 



1.00 CONDITION 



C ) 

C > 

( ) 

^ C ) 
C 

C ) 



1.01 

1.0 2 
1 . 03 
1.0^+ 
1.05 
1.06 



M/ifnimsT' 



BL.UE-P,RINT OF A MAtHINIST'S VISE JAW 
MACHINED AND DRILLED MACHINIST'S VISE JAW 
DRILL PRESS . 
TAPPING ATTACHMENT 

BASIC MACHINIST'S HAND TOOLS CT-ABLE T-3) 
TAPPING FLUID 



2.0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

( ) 2,01- TAP HOLE IN MACHINIST'S VISE JAW AS SPECIFIED IN 
BLUEPRINT EMPLPYING THE FOLLOWING OPERATIONS: 



T~) 2.02 SELECT TAP • P 

C ) 2.03 SET JAW IN VISE 

( ) 2.0'+ COUNTERSINK HOLE 

C ) 2.05 -TAP HOLE " , 



3.0 0 EXTENT 



• ■ V 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 HOLE IS TAPPED IN MACHINIST'S VISE JAW TO APPROVAL OF 
BOARD OF EXPE,RT RATERS.. TO BE COMPLETED WITHIN 15 
MINUTES WITfl EACH. OPERATION JUDGED AS SATISFACTORY OR 
. - UNSATISFACTORY. - . 



C ) 3.0 2 CORRECT TAP SIZE SELECTED 

C ) 5.03 SECURELY, AT PROPER ANGLE; WITHOUT DAMAGING PIECE 

C ) 3.0f+ TO OUTSIDE DIMENSIO^J OF TAP 

C > 3.0*5 THREADS ARE . CLEAN AND, STRAIGHT V 



erJc 



MISOE NO. 



I 
I 



PROGRAM MACH INE SHOP 

USOE CODECS) '■ "■ 



DIVISION 
UNIT 

TERf«B NO. 



01 
05 



BENCH WORK 



DRILL PRESS 



16-06t» 



1.00 CONDITION 



2^00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3^00 extent" . 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



r 



PROGRAM 



MACHINE SHOP 



DIVISION 01 
.UNIT 05 
TERMOB NO. 



BENCH WORK 



I^RILL PRE?T 



16-065 



1.00 CONDITION 



( ) 
( > 
C ) 



01 
02 

,05 
Ok 



BLUEPRINT OF A MACHINIST'S VISE JAW 

MACHINED AND CENTER DRILLED MACHINIST'S VISE JAW 

DRILL PRESS 

B^^SIC MACHINIST'S HAND TOOLS (TABLE T-3; 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 DRILL HOLE IN MACHINIST'S VISE JAW AS SPECIFIED IN 
BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS: 



( ) 2.02 
'( ) 2.03 
( ) 2. Oh 



SELECT DRILL 
SET JAW J'N VISE 
JDRILL HOLE 



3.0 0 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RES ULTING OUTCOME 
(-^ 37-53 HOLE IS DRILLED IN MACHINIST'S VISE JAW TO APPROVAL OF 
BOARD OF EXPERT RAVeRS. TO BE C(*MPLETED WITHIN 10 
MINUTES WITH EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY. 



C ) 3.02 CORRECT DRILL SIZE SELECTED 

C ) 3.03 SECURELY, AT PROPER ANGLE, WITHOUT DAMAGING PIECE 
( ) 3.0k TO t ;005 -OM -SIZE _J 




MISOE NO. 



i 



PROGRAM MACHINE. S HOP 
USOE CODECS ) — 



-DIVISION 01 
UNIT 05 
TERMOB NO. 



BENCH WORK 



6RILL PRESS 



16-055 



1.00 CONDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT (?F EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



1 



SOE NO. 



PROGRAM 



MACHINE SHOP 



VlVISION P2 
UNIT * 01 
TERMOB^ NO. 



HEAT TREATMENT 



ANNEAL 



16-004 



1.00 CONDITION 



C ) 

C > 

C ) 

C ) 

C ) 



1.01 
1 .02, 
1.03 
l.O*f 
1.05 



NEir AND HARDENED ANGLE PLATE 
<^CHINI5T'S TOOLS (TABLE T-3) 



MAC HI 
BASIC 

HEAT TREATMENT TABLES 
FURNACE 

CERTIFIED MATERIAL ' 



2. 00 ^PERFORMANCE 



GENERAL ST ATEMENT OF PERFORMANCE AND RESULTIN G OUTCOME 

2T0I ANNEAL ANGLE PLATE EMPLOYING THE FOLLOWING OPERATIONS: 



C 
C 
C 



2 .02 
2.0 3 
2.04 

t 



HEAT ANGLE PLATE IN FURNACE 
HEAT ANGLE PLATE 
COOL ANGLE PLATE' 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



C ) 3.01 



ANGLE PLATE IS BROUGHT BACK TO ITS ORIGINAL STA.TE 
TO APPROVAL OF BOARD OF EXPERT RATERS. TO BE COMlPLETED 
WITHIN 3 HOURS WITH EACH OPERATION JUDGED AS 
SATISFACTORY OR UNSATISFACTORY. 



C ) 
C ) 



3.0 2 
3.03 
3.-04 



SLIGHTLY ABOVE CRITICAL RANGE 
ANGLE PLATE HEATEDj^llNlFORMLY 

ANGLE PLAT e1 COOLED' &LOWLY TO ROOM TEMPERATURE 



\ 




MISOE NO. 



Pf^OGRAM MACHINE SHOP 

USOE CODE NO(S) " " 



DIVISION 02 
UNIT 01 
TERHOB NO. 



1.00 CXJNDITION 



HFAT TgPATMFNT 



ANNEAL 



le-oo^t 



2.00 PERFORMANCE 

GENEI^AL STATEMENT OF PERFORMANCE AND feESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT 'OF RESULTING OUTCOMS 
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ERIC 



msot NO, 



PROGRAM 



MACHINE SHOP 



DIVISION 02 

UNIT. \ ' 02 
TERMQB no;-' 



HP/^r TREATING 



' Sharpening" 



,16-005- 



1.00 CONDITION 



C > 

C ) 

C ) 

C ) 

C ) 



1.01 
X.02 
1.03 
l.O^f 
1.05 



MACHINED CENTER PUNCH 

BASIC MACHINIST'S TOOLS CTABLE T-5), 

FURNACE ' 

QUENCHItvJG MEDIUM • * „* 

HEAT TREATMENT TABLES f 



2.00 PERFORMAISCE 



GENERAL STATEMENT OF PERf^ORMANCE AND RESULTING OUtCOME 



C ) 2.01 



HARDEN CENTER PUNCH EMPLOY I>JG THE FOLLOWING 

operations: 



C ) 2.02 HEAT CENTER PUNCJH IN FURNACE 
C > 2.03 QUENCH HEATED CENTER PUNCH 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTE NT OF RESULTING OUTCOME 

T~5 3.01 CENTER PUNCH IS HARDENED TO APPROVAL OF BOARD OF 

EXPERT RATERS. TO BE COMPLETED WITHIN 2, HOURS WITH • 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



r D . 3 .02 TO CRITICAL TEMPERATURE 

C '3^03 QUENCHED IN- MEDIUM AS SPECIFIED IN HEAT TREATMENT ^ 
TABLES ' I 



ERIC 



70 



MISOE NO. 



PROGRAM MACHINE SHQp DIVISION 02 HI^AT trpattmr 

USOE CODE "Noes ) . 



UNIT 02 HARDENING 



TERMOB NO. 16-005 



1.00 CONDITION 



* ■ i 

2.00 PERFORMANCE 
^ GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



■■■ -ft 

■ 

3.00 EXTENT 

. GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



7G 



ERIC 



MISOE NO. 



PROGRAM 



MACHINE SHOP 



DIVISION 02 
UNIT 0 3 

TERMOB NO. 



.00 CONDITION 

O 1.01 HARDENED CENTER- PUNCH 

C y 1.02 BASIC MACHINIST'S TOOLS (TABLE T-3> 

C ) 1.0 3 HEAT TREATMENT TABLES 

C ) 1.0k FURNACE 

C ) 1.05 QUENCHING MEDIUM 

C ) 1.06 COLOR CHARTS 



HEAT TREATING 



TEMPER 



16-006 



2.00. PERFORMANCE 



GENERAL STATEMEN T OF PERFORMANCE AND RESULTING OUTCOME 

rf 2.01 TEMPER HARDENED CENTER PUN CH EMPLOY INgW^FOLLOW I NG 

operations: 



X~) 2T02 HEAT CENTER PUNCH 
O 2.03 QUENCH CENTER PUl^JCH 



3.00 EXTENT 



aF^4FR AL STATEMEf4T OF EXTENT AND EXTENT OF RESULTING QUT C O ME 
C ) 3.01 CENTER PUNCH DOES NOT SHATTER UNDER USE AND POINT 

RETAINS ITS SHARPNESS TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 35 MINUTES WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



C 

C 



3.02 
3.03 



TO CORRECT TEMPERATURE BELOW CRITICAL RANGE 
IN CORRECT QUENCH MEDIUM AS SPECIFIED IN HEAT 
TREATMENT TABLES 



7T 



ERIC 



.,>,^..,w.,....i;.,..,i.^s:^(.,. 



MISOE NO. 



PROGRAM MACHINE SHQft DIVISION 02 ^p^T tdpattmc 

USOE CODE NO(S) , ; 

, ■ UNIT 03 TEMPER ^ 

. TERMOB NO. ifi-QOS 



1.00 CONDITION 



2.0 0 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



78 

\ 

ERLC 



MISOE NO. 



PROGRAM 



MACHINE SHOP 



1.00 CONDITION 



C ) 

C ) 

C ) 

C ) 

C ) 

C ) 



1.01 
1.02 
1.05 
1.0k 
1.05 
1.06 



DIVISION 03 
UNIT 01 
TERMOB NO. 



MACHINES 



LATHE 



16-007 



BLUEPRINT OF A PARALLEL CLAMP SCREW 

REQUIRED STOCK 

LATHE 

POWER BAND SAW 
POWER HACK SAW 

BASIC MACHINIST'S TOOLS CTABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING 



OUTCOME 
IN 



c 


) 


2.01 


MAKE A PARALLEL CLAMP SCREW AS SPECIFIED 


EMPLOYING THE FOLLOWING OPERATIONS: 


c 


) 


2.02 


SELECT STOCK 


c 


) 


2.03 


CUT STOCK 


c 


) 


2. Oh 


FACE OFF 


c 


) 


2.05 


CENTER DRILL 


c 


) 


2.06 


STRAIGHT TURN 


c 


) 


2.07 


KNURL 


c 


) 


2.08 


SHOULDER TURN 


c 


) 


2.09 


CHAMFER 


c 


) 


2. 10 


THREAD 


c 


) 


2.11 


CUT OFF 



BLUEPRINT 



3.00 



EXTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C~5 370l PARALLEL CLAMP SCREW IS MADE TO APPROVAL OF BOARD OF 
EXPERT RATERS. TO BE COMPLETED WITHIN 3 HOURS WITH 
EACH OPERATION UUDGED AS SATISFACTORY OR UNSATIS- 
FACTORY. 



c 


3 


3.02 


c 


) 


3.03 


c 


) 


3.04 


c 


) 


3.05 


c 


) 


3.06 


c 


) 


3.07 


c 


) 


3.08 


c 


) 


3.09 


c 


) 


3. 10 


c 


) 


3.11 



CORRECT STOCK SELECTED 



1/8 
TO ± 
TO ± 
TO t 
TO i 
TO i 
TO i 
FITS 
TO i 



INCH OVERSIZE 
.005 OR 1/64 
OR 1/64 
OR 1/64 
INCH ON 
OR 1/64 
OR 1/64 



INCH AS 
INCH AS 
INCH AS 
LENGTH^ 
INCH AS 
INCH AS 
GO/NO-GO THREAD GAUGE 
.005 OR 1/64 INCH AS SPECIFIED 



.005 
.005 
1/64 
.005 
.005 



SPECIFIED IN BLUEPRINT 
SPECIFIED IN BLUEPRINT 
SPECIFIED IN BLUEPRINT 
PATTERN CLEAN AND SHARP 
SPECIFIED IN BLUEPRINT 
SPECIFIED IN BLUEPRINT 



IN BLUEPRINT 



70 



MISOE NO. 



PROGRAM MACHINE SHOP DIVISION 03 MACHINES 

USOE CODE NO(S) 

. UNIT ^ 01 LATHE 

. " TERHOB NO. 16^007 



J* 

1.00 CONDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



\ 



SO 



ERLC 



Ml sot NO, 



PROGRAM 



MACHINE SHOP 



DIVISION .03 
UNIT 01 
TERMOB iiCy. 



MACHINES 



LATHE 



16-008 



1.00 CONDITION 



C ) 1.01 BLUEPRINT OF A CENTER PUNCH 

C ) 1.02 

C ) 1.03 

C ) l.Oif 

C ) 1.0k 

C ) I. OS 



REQUIRED STOCK 
LATHE 

POWER BAND SAW 
POWER HACK SAW 
BASIC M-^CHtNIST'S 



TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



GEN- ERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

2701 MAK5 A CENTER PUNCH AS SPECIFIED IN BLUEPRINT EMPLOY- 

ING THE FOLLOWING OPERATIONS : ^ 



( 


) 


2.02 


SELECT STOCK 


c 


) 


2. 03 


CUT STOCK ' 


c 


) 


2.0k 


FACE OFF 


c 


) 


2. '0 5 


CENTER DRILL 


c 


) 


2.'0^ 


STRAIGHT TURN 




) 


2.07 


KNURL 


c 


> 


2.08 


CHAMFEI^ 


c 




2.09 


TAPER TURN 


EXTENT 





o 

ERIC 



GENERAL- STATEMENT OF EXTENT AND EXTENT OF RESULTI^jG OUTCOME 
C D 5.'0l' CENTER PUNCH IS MADE TO APPROVAL OF BOARD OF EXP E RT 
RATERS. TO BE COMPLETED WITHIN 2 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY. OR UNSATISFACTORY. 



T 

c 
c 

c 
c 
c 
c 
c 



3.02 
3.03 
3 . O^t 
3.05 
3.06 
3 . 0. 7 
3.08 
3.09 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 



TO 
TO 
TO 
TO 

TO 
TO 



.005 
.005 
.005 
1/Sk 
.005 
.005 



OR l/&k INCH AS- SPECIFIED IN 
OR l/Bk INCH AS SPECIFIED IN 
OP 2/Bk INCH AS SPECIFIED IN 
ON LENGTH^ PATTERN CLEAN AND 
OR l/Sk INCH AS SPECIFIED IN 
OR INCH AS SPECIFIED IN 



BLUEPRINT 

BLUEPRINT 

BLUEPRINT 

SHARP 

BLUEPRINT 

BLUEPRINT 



8i 



MISOE NO. 



PROGRAM 

USOE CODE NOCS) 



1.00 CONDITION 



SHOP 



03 



MACHINES, 



DIVISION 

UNIT 01 LATHE 

TERHDB ^. 



16-008 



i 

I 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFCyiANCE AND RESULTING OUTCOME 



V 



5.00 EXTENT ; 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



. ( 



ERIC 



MISOE NO. 



PROGRAM 



MACHINE SHOP 
'I 



1.00 coNDrriOM 



c ) 
( ) 
c ) 
c ) 
c ) 



01 

.02 
.05 
OM 



♦•1.0 5 
1.06 



'DIVISION 0 3 
UNIT -01 
TERMOB NO, 



MACHINES 



LA T HE ' 



BLUtPRI^T OF A HEXAGONAL NUT * 

REQUIRED STOCK 

LATHE • ■ 

POWER BAND SAW 

POWER HACK SMf ' - 

BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTI NG OUTCOME 

— 2701 MAKE AN HEXAGONAL NUT AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



I 



c 


) 


2 


.0^ 


SELECT STOCK 


c 


) 


2 


. 03 


""cut stock 


c 


) 


2 


.,0^ 


FACE OFF 


. c 


) 


2 


.05 


CENTER DRILL 


c 


) 


2 


.Q6 


-^RILL . 


c 


> 


2 


.07 


CHAMFER 


c 




2 


.08 


THREAD 


c 




2 


.09 


COUNTER SINK 











3.00 EXTENT 




ERIC 



fiENERA L STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

7-^ 3 01 HEXAGONAL NUT IS MADE TO APPROVAL OF BOARD OF EXPERT 

'raters. TO.be completed WITHIN 2 HOURS WITH EACH 
'^OPERATlOt^ JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



c 


) 


3.02 


c 


) 


3.03 


c 


!) 


5.0if 


c 


) 


3.05 


c 


) 


3.06 


c 


) 


3.0 7 


( 


) 


3.08 


( 


> 


3.09 



CORRECT STOCK SELECTED ' ' 

1/8 INCH OVERSIZE 

TO ± .00 5 OR l/6if mCH AS SPECIFIED IN BLUEPRINT 

Ta ± .005 OR l/6if INCH AS SPECIFIED IN BLUEPRINT 

TO ± . 005 OR l/6if INCH AS SPECIFIED IN BLUEPRINT 

TO-i .005 OR l/6k INCH AS SPECIFIED IN BLUEPRINT 
FITS GO /NO-GO THREAD GAUGE 

JO i . 005 OR l/6if INCH AS SPECIFIED IN BLUEPRINT 



83 



\ 



MISOE NO. 



PROGRAM 

USOE CODE NO(S) 



MACHINE SHOP 



DIVISION 03 
UNIT 01 
TERMOB NO. 



MACHINES 



LATHE 



16-009 



.00 CONPIJION 



2.00 PERFdRMANCE ' • . ■ - 

GENERAL STATEMENT OF PERFORKANCE AND RESULTING OUTCOME 



5.00 EXTENT 



GENERAL STATEMENT OF EXTEMT*AND EXTENT -OF RESULTING OUTCOME 

i 



8. 



ERIC 



MISOE NO. 
PROGRAM 



85 



MACHINE SHOP 



DIVISION 03 MACHINES 
UNIT* 01 LATHE 

TERMOB NO. 16-010 



.1.00 CONDITION 



C 
C 
C 
C 
C 
C 



01 
02 
03 
Ok 
05 
06 



BLUEPRINT OF SALT AND PEPPER SHAKERS 

REQUIRED STOCK 

LATHE 

POWER BAND SAW 
POWER HACK SAW 

BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE SALT AND PEPPER SHAKERS AS SPECIFIED IN BLUEPRINT 
E'MPLOYING THE FOLLOWING OPERAT I ONS : 



c 


) 


2. 


02 


SELECT STOCK 


c 


) 


2. 


0 3 


CUT STOCK 


c 


) 


2. 


O^f 


STRAIGHT TURN 


c 


) 


2. 


05 


FACE OFF 


c 




2. 


06 


CENTER DRILL 


c 


) 


2. 


07 


DRILL 


c 


) 


2. 


08 


NECK 


c 


) 


2. 


09 


CHAMFER 


c 


) 


2. 


10 


THREAD 


c 


) 


2. 


11 


FORM 


c 


) 


2. 


12 


RECESS 


c 


) 


2. 


13 


TAP 


c 


) 


2. 


Ik 


CUT OFF 



3.00 EXTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 SALT AND' PEPPER SHAKERS ARE MADE TO APPROVAL OF BOARD 
OF EXPERT RATERS. TO BE COMPLETED WITHIN 8 HOURS WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS- 
FACTORY. 



C 
C 
C 
C 
C 
C 

c 
c 
c 
c 
c 



3.0 2 
3.03 
3.0't 
3.05 
3.06 
3.07 
3.08 
3.09 
t.lO 
3*11 
3.12 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 



TO ± .005 OR 1/Sk INCH AS 

TO ± .005 OR 1/6*+ INCH AS 

TO ± .005 OR 1/ek INCH AS 

TO ± .005 OR 1/ek INCH AS 

TO ± .005 OR l/6k INCH AS 

TO ± . 005 OR 1/6^+ INCH AS 

FITS GO/NO-GO THREAD GAUGE 

TO ± l/k° 

TO ± . 005 OR .1/6'+ INCH" AS 



SPECIFIED 
SPECIFIED 
SPECIFIED 
SPECIFIED 
SPECFFIED 
SPECIFIED 



IN BLUEPRINT' 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRIhg 



SPECIFIED IN BLUEPRINT 



< ) 1.0*t POWER. BANP SAW 
C ) 1.05 POWER HACK SAW 

( ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3) 



0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE SALT AND PEPPER SHAKERS AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



c 


) 


2. 


02 


SELECT STOCK 


c 


) 


2. 


03 


CUT STOCK 


c 


) 


2. 


Ok 


STRAIGHt TURN 


c 


) 


2. 


05 


FACE OFF 


c 


) 


2. 


06 


CENTER DRILL 


c 


) 


2. 


07 


DRI LL 


c 


) 


2. 


08 


JvJECK 


c 


) 


2. 


09 


CHAMFER 


c 


) 


2. 


10 


THREAD 


c 


) 


2. 


11 


FORM 


c 


) 


2. 


12 


RECESS 


c 


) 


2. 


13 


TAP 


c 


) 


2. 


14 


CUT OFF 



GO EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME , 
C ) 3.01 SAL».AND PEPPER • SHAKERS ARE MADE TO APPROVAL OF BOARD 
OF EXPERT RATERS. TO BE COMPLETED WITHIN 8 HOURS WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS- 
FACTORY. 



( 


) 


3. 


02 


CORRECT STOCK SELECTED 








( 


) 


3. 


03 


1/8 


INCH OVERSIZE 








c 


) 


•3. 


04 


TO ± 


.005 OR 1/64 INCH AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3. 


05. 


TO ± 


.005 OR 1/64 INCH AS 


SPECI FIED 


IN 


BLUEPRINT 


c 


) 


3. 


06 


TO ± 


.005 OR 1/64 INCH AS 


SPECIFIED' 


IN 


BLUEPRINT 


( 


) 


3. 


07 


TO ± 


.005 OR 1/64 INCH AS 


SPECI FIED 


IN 


BLUEPRINT 


c 


) 


3. 


08 


TO ± 


.005 OR 1/64 INCH AS 


SPECI FIED 


IN 


BLUEPRINT 


c 


y 


3. 


09 


TO ± 


.005 OR 1/64 INCH AS 


SPECIFIED 


IN 


BLUEPRINT 


( 


) 


3. 


10 


FITS 


GO/NO-GO THREAD GAUGE 






c 


) 


3. 


11 


TO ± 


1/40 








c 


) 


3. 


12 


TO ± 


.005 OR 1/64 INCH AS 


SPECII^IED 


IN 


BLUEPRINT 


c 


) 


3. 


13 


FITS 


GO/NO-GO THREAD GAUGE 






c 


) 


3. 


14 


TO ± 


.005 OR 1/64 INCH AS 


SPECIFIED 


IN 


BLUEPRINT 



8G 



M1S0E NO. 



PROGRAM MACHINE SHOP ' DIVISION 03 MACHINES 

USOE CODE NO(S) ^ . 

UNIT 01 I ATh^E 

. ' TERMOB NO. 16-010 / 
1 f^' 

1.00 (XNDITION 



2.00 PERFORMANCE 

•GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



8^ 



MIOfJL NO. 



88 



PROGRAM 



MACHINE SHOP 



DIVISION 03 MACHINES 
UNIT 01 LATHE 

TERMOB NO. " 16-01 I 



1.00 CONDITION' 



C 
C 

c 
<: 
c 
c 



1.01 
1.02 
1.03 
1.0 k 
1.05 
1. 06 



BLUEPRINT OF SCRIBER 
REQUIRED STOCK 
LATHE 

POWER BAND SAW 
POWER HACK SAW 
BASIC MACHINIST'S TOOLS CTABLE .T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

2701 MAKE A SCRIBER AS SPECIFIED IN BLUEPRINT EMP LOY I NG 
THE FOLLOWING OPERATIONS: 



3.0 




02 SELE-CT STOCK 

03 CUT STOCK 

QU STRAIGHT TURN 

0 5 FACE OFF 

06 KNURL 

,07 CENTER DRILL 

0 8 DRILL 

09 CHAMFER 

10 TAP 

11 COUNTERSINK 

12 TAPER TURN 

13 NECK 
Ik THREAD 
15 FORM 



r 



XTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RES ULTING OUTCOME 

C~) 3701 SCI^IBER IS MADE TO APPROVAL OF BOARD OF EXPERT RATERS. 

TO BE COMPLETED WITHIN 10 HOURS WITH EACH OPERATION 
clUDGEjD AS SATISFACTORY OR UNSATISFACTORY. 



c 


) 


3. 02 


c 


) - 


3.03 


c 


) 


3. 04 


c 


) 


3.05 


c 


) 


3.06 


c 


) 


3.07 


c 


) 


'3.08 


c 


) 


3.0 9 


c 


) 


3. 10 


c 


) 


3.11 






...,..i,„_l,<l 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 

TO ± . 005 OR 1/6*+ INCH AS- SPECIFIED 
TO ± .005 OR 1/Sk INCH AS SPECIFIED 
TO ± . 005 OR 1/6*+ INCH AS SPECIFIED 
TO ± . 005 OR 1/6^+ INCH AS SPECIFIED 
TO ± .005 PR l/Sk INCH AS SPECIFIED 
TO i -. 005 OR l/6k INCH AS SPECIFIED 
F.ITS GO/NO-GO THREAD GAUGE 
TO ± .005 OR l/6k INCH AS SPECIFIED 



IN BLUE'PRINT 

IN BLUEPRINT 

IN BLUEPRINT' 

IN BLUEPRINT 

IN BLUEPRINT 

IN B'LUEPRINT 

IN BLUEPRINT 

tLi QMICDDTUT 



iiiHiiiiiiiiiiiiii 



C ) 1.05 ' POWER HACK SAW 

C > 1.06 BASIC MACHINIST'S TOOLS (TABLE T-35 



2.. 00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING. OUTCOME 
C ) 2.01 MAKE A SCRIBER AS SPECIFIED IN BLUEPRINT EMP LOY I NG 
THE FOLLOWING OPERATIONS: 



() 2702 SELECT STOCK 

C ) 2.0 3 CUT STOCK ' 

CO 2.o4 STRAIGHT - Turn 

C ) '2.05 FACE OFF ■ 

C ) 2.06 ■ KNURL 

C ) 2.07 CENTER DRILL 

C ) 2.08 DRILL 

C ) 2.09 tHAMFER 

C D 2.10 TAP 

C ) 2.11 COUNTERSINK 

CD 2.12 TAPER TURN 

C ) - 2.13 NECK 

C ) 2. 1^+. THREAD 

C ) 2.15 FORM 



3.00 EXTENT 



GENERAL STATEMENTOF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 SCRIBER IS MADE TO APPROVAL OF BOARD OF EXPERT RATERS, 
TO BE COMPLETED WITHIN 10 HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 



3. 02 
3.03 
3.0^+ 
3.05 
3.06 
3.07 
3.08 
3.09 
3. 10 
3.11 
3. 12 
3.13 
3. 1^+ 
3.15 



TO 
TO 
TO 
TO 
TO 



CORRECT STOCK SELECTED 
* 1/8 INCH OVERSIZE 
TO ± . 005 OR 1/6^+ INCH AS SPECIFIED 
+ . 005 OR 1/6^+ INCH AS SPECIFIED 
. 005 OR 1/6^+ INCH AS SPECIFIED 
. 005 OR 1/6^+ IN.CH AS SPECIFIED 
. 005 OR 1/6^+ INCH AS SPECIFIED 
. 005 OR 1/6^+ INCH AS SPECIFIED 
FITS GO/NO-GO THREAD GAUGE 
TO ± .005 OR 1/6^+ INCH AS SPECIFIED 
TO ± . 005 OR 1/6^+ INCH AS SPECIFIED 
TO ± . 005 OR 1/6^+ INCH AS SPECIFIED 
FITS GO/NO-GO THREAD GAUGE 
TO ± 1/^+° 



IN BLUEPRINT 

IN BLUEPRINT' 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 



80 



o 

ERIC 



T-42 



7/7'f 



MISOE NO. 

PROGRAM MACHI.^E SHOP DIVISION 03 MACHINES 

USOE COOE NOCS) 

' . ' . UNIT . 01 LATHE 

\ TERMOB NO. 16-011 



1.00 CONDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF ExfgNT AND EXTENT OF RESULTING OUTCOME 



90 



i 



ERIC 



MISOE NO. 
PROGRAM 



91 



MACHINE SHOP 



DIVISION 03 MACHIt.lES 
UNIT . 01 LATHE 
TERMOB NO. 16-012 



1.00 CONDITION 



C 
C 

C 
C 
C 
C 

c 



) 
) 
) 
y 



01 
02 
03 
0*4 
05 



1.06 
1.0 7 



BLUEPRINT OF MACHINIST'S HAMMER HEAD 

REQUIRED STOCK 

LATHE 

POWER BAND SAW 
POWER HACK SAW 
DRI LL PRESS 

BASIC MACHINIST'S TOOLS (TABLE T-3/) 



2.00 



PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND. RESULTING OUTCOME 
C ) 2.01 MAKE A MACHINIST'S HAMMER HEAD AS SPECIFIED IN 
. BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS : 



c 


) 


Z. 02 


SELECT STOCK 








) 


2.03 


CUT STOCK 






c 


) 


2. O^f 


STRAIGHT TURN 






c 


) 


2.05 


FACE OFF 






c 


) 


2. 06 


FILE 






c 


) 


2.07 


FORM 






c 


y 


2.08 


CENTEJ^ DRILL 


< 




c 


) 


2.09 


DRILL 






c 


) 


2.10 


COUNTERS'INK 






c 


) 


2.11 


TAP 







3.0 0 EKTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 MACHINIST'S HAMMER HEAD IS MADE TO APPROVAL OF BOARD 
OF EXPERT RATERS. TO BE COMPLETED WITHIN 12 HOURS 
WITH EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY. 



c :> 

C ) 

C ) 

C ) 

C ) 

( ) 

c ) 

C ) 

( ) 



3.02 CORRECT STOCK SELECTED 

3.03 1/8 INCH OVERSIZE 

3.0^+ TO ± .005 OR 1/64 INCH AS SPECIFIED 

3.05 TO ± . 005 OR l/6if INCH AS^SPECIFIED 

3.06 TO ± . 005 OR l/e^f INCH AS SPECIFIED 
3.0 7 TO CONFORM TO RADIUS GAUGE 

3.08 TO t . 005 OR l/e^f INCH AS SPECIFIED 

3.09 TO 
3. 10 



IN 
IN 
IN 



BLUEPRINT 
BLUEPRINT 
BLUEPRINT 



IN BLUEPRINT 

i .005 OR INCH AS SPECIFIED IN BLUEPRINT 

* .005 OR 



TO 



1/6^ INCH AS SPECIFIED IN BLUEPRI NT _ . 



X T ^" T : D 1 BtUEPRTNT OF' MACH 1 N I ST ' 5 H AMME R Hb AU 

( ) 1.02 REQUIRED STOCK 

C > 1.0 3 LATHE 

C ) 1.0^ POWER BAND SAW 

C ) 1.05 POWER HACK SAW 

( ) 1.06 DRILL PRESS 

( ) 1.07 BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C~5 2701 MAKE A MACHINIST'S HAMMER HEAD AS SPECIFIED IN 
BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS: 



( 


) 


2. 


02 


SELECT STOCK 


c 


) 


2. 


0 3 


CUT STOCK 




) 


2. 


0*+ 


STRAIGHT TURN 


c 


) 


2. 


05 


FACE OFF 


c 


) 


2. 


06 


FILE 


c 


) 


2. 


07 


FORM 




) 


2. 


08 


CENTER DRILL 


( 


) 


2. 


09 


DRILL 


c 


) 


2. 


10 


COUNTERSINK 


c 


) 


2. 


11 


TAP 



3.00 



EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 MACHINIST'S HAMMER HEAD IS MADE TO APPROVAL OF BOARD 
OF eXPERT RATERS. TO BE COMPLETED WITHIN 12 HOURS 
WITH EACH OPERATION JUDGED AS SATISFACTORY OR . 
UNSATISFACTORY. 



C ) 
C ) 
C ) 

C ) 
C 0 
C ) 
C ) 
C ) 
C ) 
C ) 



3.02 
3.03 
3.0*+ 
3.05 
3.06 
3.07 
3.08 
3.09 
3. 10 
3.11 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 
TO ± .005 OR INCH AS 

TO ± .005 OR 1/Sk INCH AS 
TO ± . 005 OR 1/6'+ INCH AS 
TO CONFORM TO RADIUS GAUGE 
TO ± . 005 OR 1/6*+ INCH AS 
T0.± . 005 OR INCH AS 

TO^i .005 OR INCH AS SPECIFIED IN 

FITS GO/NO-GO TIHREAD GAUGE 



SPECIFIED IN 
SPECIFIED IN 
SPECIFIED IN 

SPECIFIED IN 
SPECIFIED IN 



BLUEPRINT 
BLUEPRINT 
BLUEPRINT 

BLUEPRINT 
BLUEPRINT 
BLUEPRINT 



q o 



ERIC 



T-44 



\ 7/7t 



* 



MISOE NO. 



PROGRAM 

USOE CODE NO(S) 



1.00 CONDITION 



MACIIlNt hHOP 



DIVISION 0 3 
UNIT 01 
TERMOB NO. 



MACIIIULS 



lA T Hg " 



16-012 



f 

r 

f 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



9o 



MISOE NO. 



94 



PROGRAM 



MACHINE SHOP 



DIVISION 
UNIT 

TERMOB NO. 



03 
01 



MACHINES 



LATHE 



16-013 



1.00 CONDITION 



C 
C 
C 
C 
C 
C 



1.01 
1 .02 
1.03 
1.0k 
1.05 
1.06 



C ) 1.07 



BLUEPRINT OF A TELESCOPING JACKSCREW 

REQUIRED STOCK 

LATHE 

POWER BAND SAW 

POWER HACK SAW 

DRILL PRESS * 

BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.0O PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A TELESCOPING JACKSCREW AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



C 0 


2 


.02 


CECT STOCK 


C 3 


2 


.03 


CUT STOCK 


C ) 


2 


.QM 


STRAIGHT TURN 


C ) 




.05 


TAPER TURN • ' 


C ) 


2 


.06 


FACE OFF 


C ) 


2 


.07 


CENTER DRILL 


C 3 


2 


.08 


DRILL 


C ) 


2 


.09 ' 


CHAMFER 


C 3 


2 


.10 


THREAD 


C 3 




.11 


COUNTERBORE 


EXTENT 




] 

'^4 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C 3 3.01 TELESCOPING JACKSCREW IS MADE TO APPROVAL OF BOARD 

OF EXPERT RATERS. TO BE COMPLETED WITHIN 20 HOURS WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



ERIC 



c 
c 
c 
c 
c 
c 

.c 
c 
c 



J 

) 

3 

3* 

3 
3 
3 
3 
3 
V 



3.02 
3.03 
3. Off 
3.05 
3.06 
3.07 
3.08 
5.09 
3. 10 
JLOL 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 

TO ± .005 OR 1/6^* INCH AS SPECIFIED IN BLUEPRINT 

TO ± .005 OR 1/6^* INCH AS SPECIFIED IN BLUEPRINT 

TO ± .005 OR 1/Sk INCH AS SPECIFIED IN BLUEPRINT 

TO i .005 OR 1/6^* INCH AS SPECIFIED IN BLUEPRINT 

TO ± .005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 

TO ± .005 OR 1/bk INCH AS SPECIFIED IN BLUEPRINT 
FITS GO/NO-GO THREAD GAUGE 

TO ± 0 05 OR .1/6^ INCH AS SPEC I F.I ED IN BLUEPR INT 



C > I. 01 BLUEPRINT OF A TELESCOPING JACKSCREW 



c 
c 
c 
c 
c 
c 



1.02 
1.03 
1.04 
1.05 
1.06 
1.07 



REQUIRED STOCK 
LATHE 

POWER BAND SAW 
POWER HACK SAW 
DRILL PRESS >^ 
irST'! 



BASIC MACfrllN: 



STOOLS CTABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME ' 
C i 2.01 MAKE, A TELESCOPING JACKSCREW AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: . 



C ) 2-02 SELECT STOCK 

C ) 2.03 CUT STOCK 

C ) ' 2 .0«+ STRAIGHT TURN 

C ) 2.05 TAPER TURN 

C ) 2.06 FACE OFF 

C ^ /2.07 • .CENTER DRILL 

C ) 2.0 8 PRILL 

,C ) 2.09 CHAMFER 

C ) 2.10 THREAD 

C ) 2.11 COUNT ERBORE ./ 



5.03 EXTENT 



GENE RAb STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
jyy 3.01 TELESCOPING JACKSCREW IS MADE TO APPROVAL OF BOARD 

» OF EXPERT raters". TO BE GOM-PLETED WITHIN 20 HOURS WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



C ) 

C ) 

C \ 

C ) 

C ) 

C ) 

C ) 

C ) 

c i) 

c > 



3.02 
3.03 
3.0if 
3.05 
3.06 
3.07 
3.08 
3.09 
3.10 
3.11 



CORRECT STOCK SELECTED 
1/8 if^lCH OVERSIZE 



■0 



TO ± .a05 OR' l/e^* INCH AS SPECIFIED 

TO i .005 OR 1/64 INCH AS SPECIFIED 

TO ± .005 OR 1/64 INCH AS SPECIFIED 

TO i .005 OR 1/64 INCH AS SPECIFIED 

TO i .005 OR 1/64 INCH AS SPECIFIED* 

TO ± .005 OR 1/64 INCH AS SPECIFIED 

FITS GO/NO-GO THREAD GAUGE 

TO ± .005 OR 1/64 INCH AS, SPECIFIED IN BLUEPRINT 



IN BLUEPRINT 

IN BLUEPRINT 

IN BUUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 



on 



ERIC 



^-46 



7/7h 



MISOE NO. 



PROGRAM, MACHINE SHOP 

USOE COOe NO(S) '. — ^ 



I.OO CONDITION 



DIVISION 
UNIT 

TERMOB NO. 



03 MACHINES 



01 LATHE 



2.00 PERFORMANCE ^ o ' 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTEJJT 

GENERAL STATEMEMT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

ii 

9 



-9 



MISOE NO. 



PROGRAM 



MACHINE ^HOP 



DIVISION 03 ' MACHINES 
UNIT 01 LATHE 

TERMOB NO. 16-014 



1.0 0 CONDITION 
C ) 1.01 



( 
C 
C 
C 
C 
C 



1.02 
1.03 
L.0 4 
1.05 
1.06 
1.07 



BLUEPRINT OF MACHINIST'S BIMETALLIC HAMMER 

REQUIRED STOCK 

LATHE 

POWER BAND SAW 
POWER HACK SAW 
BASIC MACHINIST'S 
DRILL PRESS 



TOOLS (TABLE T-3) 



2.00 PERFORMAfJCE 



fiFN ERAL STATEMENT OF PERFORMANCE AND RESULTl Klf OUTCOME 

r") 2T0I MAKE A MACHINIST'S BIMETALLIC HAMMfcR AS SPECIFIED 

IN BLUEPRINT EMPLOYING THE FOLLOWr^| OPERATIONS: 



( 0 2 02 SELECT STOCK 

C ) 2.03 CUT STOCK 

C ) 2.04 FACE OFF 

C ) 2.05 CENTER DRILL 

( ) 2.06 STRAIGHT TURN 

( > 2.0 7 KNURL 

( ) 2.08 TAPER TURN 

( ) 2.09 FORM 

C ) 2.10 CHAMFER 

C ) 2.11 THREAD 

( ) 2.12 DRILL 

C ) 2.13 SORE 

C ) 2.14 COUNTERSINK 

C ) 2.1k TAP 



i 



3.00 EXTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESUILTING O UTCOME 
Tl 3T0I MACHINIST'S BIMETALLIC HAMMER IS MADE TO APPROVAL 
OF BOARD OF EXPERT RATERS. TO BE iCOMPLETED WITHIN 
15 HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY 
OR UNSATISFACTORY. 



c 


) 


3. 


02 


c 


) 


3. 


03 


c 


) 


3. 


04 


( 


) 


3. 


05 


c 


) 


3. 


06 


( 


) 


3. 


07 


c 


) 


3. 


08 


( 


) 


3. 


09 


( 


) 


3. 


10 








Ail 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 

TO i .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 

TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 

TO f .005 .OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 
TO ± 1/64 ON LENGTH^ PATTERN CLEAN AND SHARP 

.005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 
1/40 

. 005 OR 1/64 INCH AS SPEC>PTED ,IN BLUEPRINT 



TO 
TO 
TO 



C ) 1.0 5 POWER HACK SAW 

C ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3) 
C ) 1.0 7 DRILL PRESS — 



2.00 



PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



c 


) 


2. 


01 

• 


MAKE A MACHINIST'S BIMETALLIC HAMMER 
IN BLUEPRINT EMPLOYING THE FOLLOWING 


c 


) 


2 


02 


SELECT STOCK 


c 


) 


2. 


03 


CUT STOCK 


c 


) 


2. 


O^t 


FACE OFF - -- __. 


c 


) 


2. 


05 


CENTER DRILL 


( 


) 


2. 


06 


STRAIGHT TURN 


c 


) 


2. 


07 


KNURL 


( 


) 


2. 


08 


TAPER TURN 


c 




2. 


09 


FORM 


c 


> 


2. 


10 


CHAMFER 


c 




2. 


11 


THREAD 


c 


) 


2. 


12 


DRILL 


c 


) 


2. 


13 


BORE 


c 


) 


2. 


Ik 


COUNTERSINK 


c 


) 


2. 


Ih 


TAP 



3.00 



EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 MACHINIST'S BIMETALLIC HAMMER IS MADE TO APPROVAL 
OF BOARD &F EXPERT RATERS. TO BE COMPLETED WITHIN 
15 HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY 
OR UNSATISFACTORY. 



c 


) 


3. 


02 


CORRECT STOCK 


SELECTED 








c 


) 


3. 


03 


1/8 


INCH OVERSIZE 








c 


) 


3. 


Ok 


TO i 


.005 OR 


1/6'+ INCH AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3. 


05 . 


TO ± 


.005 OR 


1/6^+ INCH AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3. 


06 


TO ± 


.0 05 OR 


1/6'+ INCH AS 


SPECI FIED 


IN 


BLUEPRINT 


c 


5 


3. 


07 


TO ± 


1/6'+ ON 


LENGTH, PATTERN CLEAN AND 


SHARP 




) 


3. 


08 


TO ± 


.005 OR 


1/6'+ INCH AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3. 


09 


TO ± 


l/ko 










c 


) 


3. 


10 


TO ± 


.005 OR 


1/6'+ INCH AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3. 


11 


FITS 


GO /NO-GO 


THREAD GAUGE 








( 


) 


3. 


12 


TO ± 


.0 05 OR 


1/64 INCH AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3. 


13 


TO ± 


.005 OR 


176'+ INCH AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3. 


Ik 


TO ± 


.005 OR 


1/6'+ INCH AS 


SPECI FIED 


INBBLUEPRINT 


c 


) 


3. 


Ik 


FITS 


GO /NO-GO 


THREAD GAUGE 









98 



T-48 



7/7'+ 



PROGRAM MACHINE SHOP DIVISION 0 3 

USOE CODE NO(S) ~ 

UNIT 01 

- " TERMOB NO. 



1.00 CONDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT QF PERFORMANCE AND RESULTING 



3.0 0 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

90 




MISOE NO. 

MACHINES 



L ATHE 
16-01^ 



ERIC 



MISOE NO. 

PROGRAM ' " MACHINE SHOP 



TERMOB NO. \6-0\5 



• I. 0 0 CONDITION 

C ) 1.01 

.C ) 1.02 

C > 1.03 

C ) i.cftf 

C ) 1.05 

C ) 1.06 

C ) 1.07 

C ) 1.08 

C ) 1.09 



2.00 PERFORMANCB 



G ENERAL STATEMENT OF PERFORMANCE AND RESULTIN G OUTCOME 

"O 2701 MAKE AN ANGLE PLATE AS SPECIFIED IN BLUEPRINT 

EMPLOYING THE FOLLOWING OPERATIONS: 



c 


) 


2. 


02 


SELECT STOCK 


c 


) 


2. 


03 


CUT STOCK 


c 


) 


2. 


O^f 


PLAIN MILL 


c 


) 


2. 


05 


SLOT MILL 


c 


) 


2. 


06 


ANGLE MILL 


( 


) 


2. 


07 


LAY OUT 


c 


) 


2. 


08 


CENTER DRILL 


c 


) 


2. 


09 


DRILL 


c 


) 


2. 


10 


COUNTER BORE 


c 


) 


2. 


11 


TAP 


c 


) 


2. 


12 


COUNTERSINK 


c 


) 


2. 


13 


CHAMFER 



^^^^ DIVISION 03 MACHINES 



UNIT 02 MILLING 



BLUEPRINT OF AN ANGLE PLATE 

REQUIRED STOCK 

POWER HACK SAW 

POWER BAND SAW 

HORIZONTAL MILLING MACHINE 

VERTICAL MILLING MACHINE 

BASIC MACHINIST'S TOOLS CTABLE T-3) 

DRILL PRESS ' ^ 

SHAPER- PLANNER 



3.00 EXTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESUL TING OUTCOME 

(—5 JToi ANGLE PLATE IS MADE TO APPROVAL OF BOARD OF EXPERT 

RATERS. TO BE COMPLETED WITHIN 12 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



c 


) 


3.02 


c 


) 


3.03 


c 


) 


3.0k 


c 


) 


3.05 


c 


) 


3.06 


c 


) 


3.07 


c 


) 


3.08 


c 


) 


3.09 


c 


) 


3. 10 


c 


) 


3.11 


c 

c 


) 

„") ,., 


3. 12 

.3.15 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 

TO ± .005 OR 1/Sh INCH AS 

TO ± .005 OR INCH AS 

TO ± 1/'*° 
TO ± .005 

TO ± .005 OR 1/6'f INCH AS 

TO ± .005 OR 1/6^* INCH AS 

TO ± .005 OR 1/Sk INCH AS 
FITS GO/NO-GO THREAD GAUGE 

TO ± .005 OR INCH AS 

TO ± .QQ5 OR l/Ak INCH AS 



SPECIFIED 
SPECIFIED 



SPECIFIED 
SPECIFIED 
SPECIFIED 

SPECIFIED 
SPECIFIED, 



IN BLUEPRINT 
IN BLUEPRINT 



IN BLUEPRINT 
IN BLUEPRINT 
IN BLUEPRINT 



CT 1 .85 HORIZONTAL" HTLLING HACH I NE 



C ) 



1.06 
1.07 
1.08 
1.09 



VERTICAL MILLING MACHINE 
BASIC MACHINIST'S TOOLS (TABLE T-3) 
DRILL PRESS 4 
SHAPER-PLANNER 



2.00 PERFORMANCE 




GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
"O 2701 MAKE AN ANGLE PLATE AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOVfiNG OPERATIONS: 



C ) 2.02 SELECT STOCK 

C ) 2.03 CUT STOCK 

C ) 2.0if PLAIN MILL 

C ) 2.05 SLOT MILL 

C ) 2.06 ANGLE MILL 

C ) 2.0 7 LAY OUT 

C ) 2.08 CENTER DRILL 

C ) 2.09 DRILL 

C ) 2. 10 COUNTER BORE 

C ) 2.11 TAP 

C ) 2. 12 COUNTERSINK 

C ) 2.13 CHAMFER 




3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C~5 3Tn ANGLE PLATE IS MADE TO APPROVAL OF BOARD OF EXPERT 

RATERS. TO BE COMPLETED WITHIN 12 HOURS WITH EACH 
1 OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



) 
) 



C ) 
C ) 



) 



3.02 
3.03 
3.0if 
3.05 
3.06 
3.07 
3.08 
3.09 
3. 10 
3.11 
3. 12 
3.13 



CORRECT STOCK SELECTED 
jj^^ INCH OVERSIZE 

TO ± .005 OR l/6tf INCH AS SPECIFIED 
. 005 OR l/6if INCH AS SPECIFIED 



TO 
TO 
TO 
TO 
TO 
TO 



.005 



. 005 OR l/6tf INCH AS SPECIFIED 
.005 OR INCH AS SPECIFIED 

.00-5 OR INCH AS ! SPECIFIED 

FITS GO/NO-GO THREAD GAUG^ 
TO ± . 005 OR 1/6'f INCH AS \SPECIFIED 
TO ± .005 1/Sk INCH AS SPECIFIED 



IN BLUEPRINT 
IN BLUEPRINT 



IN BLUEPRINT 
IN BLtJiPRiNT 
IN BLUEPRINT 

IN BLUEPRINT 
IN BLUEPRINT 



101 



ERIC 



T-50 



7/7 



4 



PROGRAM MACHINE SHOP DtVISION 

USOE CODE NO(S) ^ 

. UNIT 



LOO CONDITION 



TERMOB NO. 



MISOE NO. 



03 MACHINES 



02 MILLING 



16-015 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

I 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



DIVISION 03 MACHINES 



' UNIT 02 MILLING 



TERMOB NO.' 16-016 



1.00 CONDITION ' 

1.01 BLUEPRINT OF MACHINIST'S VISE 

1.02 REQUIRED STOCK 

1.03 6P0WER HACK SAW 
1.0^+ N2J0WER BAND SAW 
1.05 HORIZONTAL MILLING MACHINE 
1.0-6 VERTICAL MILLING MACHINE 
1.07 BASIC MACHINIST'S TOOLS CTABLE T-3) 
1.0 8 DRILL PRESS 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A MACHINIST'S VISE AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



c 


) 


2. 


02 


SELECT STOCK 


c 


) 


2. 


03 


CUT STOCK 


c 




2. 


Ok 


PLAIN MILL 


c 


) 


2. 


05 


SLOT MILL 


c 


) 


o 


06 


FACE MILL 


c 


) 




07 


FORM MILL 


c 


) 


2. 


08 


LAY OUT 


c 


) 


2.09 


CENTER DRILL 


c 


) 


2. 


10 


DRILL 


c 


) 


2. 


11 


COUNTER BORE 


c 


) 


2. 


12 


TAP 


c 


) 


2. 


13 


ASSEMBLE 



MIGOE NO. . 

■ / 

PHJGHAM MACH 1 NL SHOP i 0 



C ) 
C ) 
C ) 
C ) 
C ) 
C ) 
C ) 
C ) 



3.00 EXTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
"O 3TOI MACHINIST'S VISE IS MADE TO APPROVAL OF BOARD OF 

EXPERT RATERS. TO BE COMPLETED WITHIN 20 HOURS WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS- 
FACTORY. 



TT 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

C ) 

1^ 



3.02 CORRECT STOCK SELECTED 

3.03 1/8 INCH OVERSIZE 

3.0tf TO ± . 005 OR 1/6** INCH AS SPECIFIED IN BLUEPRINT 

3.05 TO ± .005 OR INCH AS SPECIFIED IN BLUEPRINT 

3.06 TO ± .005 OR l/6tf INCH AS SPECIFIED IN BLUEPRINT 

3.07 TO CONFORM TO RADIUS GAUGE 

3.08 TO ± .005 

3.09 TO ± .005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 

3.10 TO i .005 OR INCH AS SPECIFIED IN BLUEPRINT 



^ n TO. ± nnq m i /fiU rKim . as sPi^f!TFiFD.,.iN. blueprint 



C ) 
C ) 
C ) 



1.06 
1.07 
1.08 



VERTICAL MILLING MACHINE 

BASIC MACHINIST'S TOOLS CTABLE T-3) 

DRILL PRESS 



2.0 0 PERFORMANCE 



( 


J 


2.01 


MAKE A MACHINIST'S VISE AS SPECIFIED 








EMPLOYING^ THE FOLLOWING OPERATIONS: 


( 


J 


2 02 


SELECT STOCK s 


c 

V 


) 


2. 03 


CUT STOCK f| 


C 


) 


2. 0^1 


PLAIN MILL * 


C 


) 


2.05 


SLOT MILL 


c 


) 


2,06 


FACE MILL 


c 


) 


2.07 


FORM MILL 


c 


) 


2.0 8^^ 


LAY OUT 


c 


) 


2. 09 


CENTER DRILL 


c 


) 


2.10 


DRILL 


( 


) 


2.11 


COUNTER BORE 


c 


) 


2. 12 


TAP 


c 


) 


2. 13 


ASSEMBLE 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
"O 370l MACHINIST'S VISE IS MADE TO APPROVAL OF BOARD OF 

EXPERT RATERS. TO BE COMPLETED WITHIN 20 HOURS WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS- 
FACTORY". 





:> 


3. 


02 


CORRECT STOCK SELECTED 






c 


) 


3. 


03 


1/8 INCH OVERSIZE 






c 


) 
) 


3. 


Otf 


TO ± .005 OR 1/64 INCH AS 


SPECIFIED 


IN 


c 


3. 


05 


TO ± . 005 OR l/e^f INCH AS 


SPECIFIED 


IN 


c 


) 


3.66 


TO i .005 OR l/e^f INCH AS 


SPECIFIED 


IN 


c 


) 


3. 


07 


TO CONFORM TO RADIUS GAUGE 




c 


) 


3. 


08 


TO t .005 






c 


) 


3. 


09 


TO ± .005 OR 1/64 INCH AS 


SPECIFIED 


IN 


c 


) 


3. 


10 


TO ± .005 OR 1/64 INCH AS 


SPECIFIED 


IN 


c 


) 


3. 


11 


TO ± .005 OR 1/64 INCH AS 


SPECIFIED 


IN 


c 


) 


3. 


12 


FIT GO/NO-GO THREAD GAUGE 






c 


) 


-J^ 


JJ_ALL PARTS PROPERLY FITTED 







104 



ERIC 



T-52 



7/74 



PROGRAM iMACHIi^E SHOP 
USOE CODE NO(S) ~ 



j.OO CONDITION 



1 



DIVISION 03 
UNIT 02 
TERMOB NO. 



MISOE NO. 



MACHINES 



16-016 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



10^ 



ERIC 



:iSOE NO. 



WIAM MACHINE SHOP DIVISION 0 3 MACHINES 

UNIT 02 '"RILLING 



TERMOB NO. 1 6 - D 177 



1.00 CONDITION 

BLUEPRINT OF PARALLEL CLAMP JAWS / 
REQUIRED STOCK 

POWER HACK SAW • 
POWER BAND SAW 
HORIZONTAL MI LLI NG ' MACH INE 
VERTICAL MILLING MACHINE 
BASIC MACHINIST'S TOOLS CTABLE T-3) 
DRILL PRESS 



c 


) 


1 .01 


c 


) 


1.02 


c 


) 


1.03 


c 


) 


2.0k 


c 


) 


1.05 


c 


) 


1.06 


c 


) 


1.07 


c 


)' 


1.08 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE TWO PARALLEL CLAMP JAWS AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



2.02 SELECT STOCK 

2.03 CUT STOCK 
2. Ok PLAIN MILL 

2.05 FACE MILL 

2.06 ANGLE MILL 

2.07 LAY OUT 

2.08 CENTER DRILL 

2.09 DRILL 
"2.10 TAP 



C ) 

C ) 
C ) 
C J 
C ) 
C ) 
C ) 
C ) 
C ) 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

C ) 3.01 PARALLEL CLAMP JAWS ARE MADE TO APPROVAL OF BOARD OF 

EXPERT RATERS. TO BE COMPLETED WITHIN 6 HOURS WITH 

EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



c 


) 


3. 


02 


CORRECT STO«EK SELECTED 








* 


c 


) 


3. 


03 


1/8 INCH OVERSIZE 










c 


) 


3. 


0*+ 


TO ± .005 OR l/&k INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3. 


05 


TO i .005 OR 1/64 INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


c 




3. 


06 . 


TO ± 










c 


5 


3. 


07 


TO ± .005 










c 


) 


3. 


08 


TO t .005 OR 1/64 INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3. 


09 


TO ± .005 OR 1/64 INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


> 


3. 


10 


FITS GO/NO-GO THREAD GAUGE 







ERLC 



MISOE NO. 



PROGRAM MACHINE SHOP DIVISION 0% MArntHtt 
USOE coop NO(S) ' ' L>'VISION 03 MACHU^fcS 



UNIT 02 _ MILLlfslG 



— _____ TERMOB NO. is-oi? 

.00 CONDITION 



4 

2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GINERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOMP 



107 




MISOE NO 



PROGRAM 



f4ACHir4E SHOP 



DIVISION 03 
UNIT 02 
TERMOB NO. 



MACHINES 



MILLING 



' X6-018 



.00 



CONDITION 


C 


) 


1.01 


C 


) 


1 .02 


c 


) 


1.03 


c 


) 


1.0k 


c 


) 


1.05 


c 


> 


1.06 


I 




1.07 



BLUEPRINT OF GAGE BLOCK 
REQUIRED STOCK 
POWER HACK SAW 
POWER BAND SAW 
DRILL PRESS 

HORIZONTAL MILLING MACHINE 
VERTICAL MILLING MACHINE 



2,00 PERFORMANCE 



-+■ 



GENERAL STATEMENT 
C ■) 2.01 MAKE A 



OP PERFORMANCE AND RESULTING OUTCOME 
GAGE BLOCK AS SPECIFIED IN BLUEPRINT EMPLOYING 



THE FOjt-LOWING OPERATIONS: 



C ) 2.02 SELECT STOCK 

C ) 2.03 CUT STOCK 

C ) 2.0tf PLAIN MILL 

C ) 2.05 FACE MILL 



3.00 EXTENT 



GENERAL ST ATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCO ME 
r J 3.01 ■ GAGE BLOCK IS MADE TO APPROVAL OF BOARD OP EXP E RT 
RATERS. TO BE COMPLETED WITHIN 2 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



C ) 3.02 CORRECT STOCK SELECTED 

C ) 3.0 3 1/8 INCH OVE'RSIZE 

C ) 3.0^1 TO + .0005, - . 0000 

C ) 3.05 TO + .0005, - .0000 . 



108 




MISOE NO. 



PROGf!tAM " MACHtNE SHOP 

USOE.CODE NOtS) 



1.00 :coNDmoN 



DIVISION 0 3 
UNIT 02 
TERMOB NO. 



■ t 



MACHINES 



MILLING 



16-018 



2.0 0 PERFORMANCE 

GENERAL sfATEMENT OF PErVoRMANCE AND RESULTING OUTCOME 



5.0,0 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



MISOE NO. 



•^ROGRANt MACHINE SHOP . DIVISION 0 3 .MACHINES 

UNIT 0 2 ^MILLING 



TERMOB NO. 16-019 



1.00 CONDITION 

etiUEPRINT OF A T-NUT 
RgpUIRED STOCK 
POWER HACK -SAW 
POWER BAND SAW 
DRILL PRESS - 

HORIZONTAL MILLING MACHINE 
BASIC MACHINIST'S TOOLS (TABLE T-3) 



c 


> 


1.01 


c 


) 


1.02 


c 


) 


1.03 


c 


) 


1.04 


c 


) 


1.05 


c 


) 


1.06 


c 


) 


1.07 



2T0O PERFORMANCE i ; 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01. MAKE A T-NUT AS SPECIFIED IN BLUEPRINT EMPLOYING THE 
FOLLOWING OPERATIONS: 



c 


) 


2» 


02 


SELBCT STOCK 


c 


) 


2. 


03 


CUT strocK 


c 


) 


2. 


Ok 


FACE Mill 


c 


) 


2. 


05 


plain's MILL 






2. 


06 


STRAI)t)LE MILL 


c 




2. 


07 


LAY dliT 


c 




2. 


08 


CENTERS DRILL 


c 




2. 


09 


DRILL 



3.00 EXTENT 



GENERAL STATEMENTJOF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 T-NUT TS MADE TO APPROVAL OF BOARD OF EXPERT ftATERS. 

TO BE dOMPLETED WITHIN k HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



ERIC 



c > 



c 
c 
c 
c 



02 
03 
04 
05 
06 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE * 



3.'*0'7 - 

3.08 

3.0.9* 



TO 
TO 
TO 
TO 
TO 
TO 



005.OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 
005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 
005 OR l/6J^-INCH AS SPECIFIED 1n' BLUEPRINT 



.00 5 , ^ 

.005 OR 1/64 INCH AS SPECIFIED 
.005 OR 1/64 INCH AS SPECIFIED 



IN BLUEPRINT 
IN BLUEPRINT 



liO 



MISOE N0._ 

DIVISION 03 MACHINES 
UNIT 02 milling" 

TERMOB NO. 16-OI9 ~ 

1.00 - CONDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



111 

ERLC 



PROGRAM MAChTINE S HOP 
USOE CODE NO(S) ~ 



MISOE NO. 



PROGRAM 



MACHINE SHOP 



112 



DIVISION 03 
UNIT 02 
TERMOB NO. 



MACHINES 



(3- 



MILLING 



16-020 



.00 CONDITION 



c 


) 


1 


.01 


c 


) 


1 


.02 


c 


) 


1 


.03 


c 


> 


1 


.O^f 


c 


) 


1 


.05 


c 


) 


I 


. 06 


c 


) 


1 


.07 


c 


) 




.0 8 



BLUEPRINT OF A SKATE SHARPENER 
REQUIRED STOCK ® 
POWER HACK SAW 
POWER BAND SAW 
DRILL PRESS 

HORIZONTAL MILLING MACHINE 

VERTICAL MILLING MACHINE 

BASIC MACHINIST'S TOOLS CTABLE T-3) 



2. JU]__££RFQRJ4 Al^-E !_ 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A SKATE SHARPENER AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS; 



C 

c 
c 
c 
c 
c 
c 
c 
c 
c 
c 



2.02 SELECT STOCK 

2.03 CUT STOCK 
2.0'f PLAIN MILL 
2.05 SLOT MILL 
2i06 FACE MILL 

2.07 FORM MILL 

2.08 CENTER DRILL 
2.0 9 DRILL 

2 . 10 COUNTER BORE 

2.11 TAP 

2. 12 COUNTER SINK 



3.00 ENTENT 



ERIC 



GEr4ERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 SKATE SHARPENER IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 10 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



) 
) 
) 
) 
) 
) 
) 



3.02 
3.03 
3.0tf 
3.05 
3.06 
3.07 
3.08 
3 . 0,9 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 



TO 
TO 
TO 
TO 
TO 
TO 



+ 
+ 
+ 

+ 



.005 OR l/6if INCH AS SPECIFIED IN BLUEPRINT 

.005 OR l/6if INCH AS SPECIFIED IN BLUEPRINT 

.005 OR llhh INCH AS SPECIFIED IN BLUEPRINT 
1/4° 

,005 OR 1/6^* INCH AS SPECIFIED IN BLUEPRINT 



1. 00 CONDITION 



r 

K 


•\ 
J 


1 n 1 


R1 IIFPDTMT HP A QI^ATF QMAPPPKIPP 


r 

K 


\ 

J 


1 no 
X • U z 


D crr\i 1 T D pr\ q.'XCkcv 
Kt^UlKcU oIULN 


f 

\ 


\ 

J 


1 • U ^ 




r 

K 


s 
J 


X • U H 


DnuiPD RAKin QAW 


c 


\ 

J 


1.05 


DR 1 LL r KtbD 


c 


^ 
J 


1 n A 

X « U 0 




c 


) 


1.07 


VERTICAL MILLING MACHINE 


c 


) 


1.08 


BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A SKATE SHARPENER AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



c 


) 


2. 


02 


SELECT STOCK 


c 


) 


2. 


03 


CUT STOCK 


c 


> 


2. 


04 


PLAIN MILL 


c 




2. 


05 


SLOT MILL 


c 


> 


2. 


06 


FACE MILL 


c 


) 


2. 


07 


FORM MILL 


c 


) 


2. 


08 


CENTER DRILL 


c 


) 


2. 


09 


DRILL 


c 


> 


2 . 


ID 


COUNTER BORE 


c 


) 


2. 


11 


T^P 


c 


) 


2. 


12 


COUNTER SINK 




3.00 ENTENT 



GE.4ERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 SKATE SHARPENER IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 10 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



c 


) 


3.02 


CORRECT STOCK SELECTED 










c 


) 


3. 03 


178 


INCH OVERSIZE 










c 


) 


3.0if 


TO ± 


.005 OR 1/64 INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3.05 


TO ± 


.005 OR 1/64 INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3.06 


TO ± 


.0 05 OR 1/64 INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


( 


) 


3.07 


TO ± 


1/4° 










c 


) 


3.0 8 


TO ± 


.005 OR 1/64 INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3.09 


TO i 


.005 OR 1/64 INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3.10. 


TO ± 


.005 OR 1/64 INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


c 


) 


3.11 


FITS 


GO/NO-GO THREAD GAUGE 






c 


) 


3.12 


TO ± 


.005 OR 1/64 INCH 


AS 


SPEC I FLED 


IN 


BLUEPRINT 



lis 



ERIC 



T-60 



7/74 



MISOE NO. 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) [ 



.00 CONDITION 



DIVISION 03 MACHINES 
UNIT 02 MILLING^ 

TERMOB NO. 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL* STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



' tsoE m. 



-'ROGRAM MACHTNF ^HOP 



DIVISION 05 MACHINES 
UNIT 03 ' GRINDINr 

TERMOB NO. " 



16-021 



1.00 CONDITION 



C ) 
C ) 
C ) 



1.01 
1.02 
-1.03 



BLUHPRINT OF AN END MILL 

TOOL AND CUTTER GRINDER 

BASIC MACHINIST'S TOOLS CTABLE T-3> 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING .OUTCOME 

C ) 2.01 SHARPEN END MILL AS SPECIFIED IN BLUEPRINT EMPLOYING 

THE Following operations: 



C ) .2.02 
CO 2.03 

C ) 2. Oh 



STRAIGHT GRIND 
GRIND FLUTES 
GRIND END 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT -AND EXTENT OF RESULTING OUTCOME 

3701 END MILL IS SHARPENED TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 1 HOUR WITH EACH 
OPERATION JUDGED SATISFACTORY OR UNSATISFACTORY. 



c 
c 
c 



) 3.02 
) 3.03 
) 3. OH 



TO ± 
TO t 
TO ± 



0002 
0002 
0002 



OR 
OR 
OR 



1/100 
1/100 
1/100 



INCH 
INCH 
INCH 



AS 
AS 
AS 



SPECIFIED 
SPECIFIED 
SPECIFIED 



IN 
IN 
IN 



BLUEPRINT 
BLUEPRINT 
BLUEPRINT 



llfi 



erJc 



PROGRAM MACHINE SHOP 

USOt CODE NO(S) '~ 



.00 CONDITION 



DIVISION / 03 
UNIT / 03 
TERMOB ^o/ 



MISOE NO. 



MACHINES 



GRINDING 



16-021 



2.0 0 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT " . ; 
GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCor^E . * \ 

* 



IlG 




0 



MISOE NO. 



PROGRAM 



MACHINE SHOP 



DIVISION 03 
_ UNIT 03 
TERMOB NO. 



MACHINES 



GRINDING 



16-022 



1.00. CONDITION 



C ) 1.01 BLUEPRINT OF MACHINIST'S VISE 

C ) il.02 SURFACE GRINDER 

( ) ll.03 BASIC MACHINIST'S TOOI^ CTABLE T-3) 

C ) h.Ok MACHINED MACH I NI ST ' S ^I SE 



2.00 PERFORMANCE 



- .GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

("^ 2T0I GRIND JAWS ON MACH IN IST'S VISE AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



C ) 2.02 STRAIGHT GRIND 



3.00 EXTENT 




. GENERAL STATEMENT OF EXTENT AND EXTENT jOF RESULTING OUTCOME 
C } 3.01 JAWS ARE GROUND TO APPROVAL OF BOARD OF EXPERT RATERS. 

TO BE COMPLETED WITHIN 1 HOUR WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



C ) 3.02 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 



1« 8*4 
i f 



ERIC 



,.,>*i^.,...,^,.A.-..i.-^>..- 



MISOE NO. 



PROGRAM MACHINE SHOP DIVISION 05 

USOE CODE NO(S) ' ' 

: UNIT 



03 GRINDING 



TERHOB NO. 



16-022 



.00 CONDITION 



1 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



liB 



ERIC 



MISOE NO. 



PROGRAM 



MACHIME SHOP 



DIVISION ^ 0 3 
UNIT 03 
TERMOB NO. 



MACHINES, 



sGRINDING 



16-023 



L.00 CONDITION 

( ) 1.01 BLUEPRINT OF AN ANGLE PLATE 

C ) 1.02 SURFACE GRINDER 

C ) 1.03 BASIC MACHINIST'S TOOLS CTABLE T-3) «» ^ 

C ) LO^t MACHINED AND HARDENED ANGLE PLATE 

2.00 PERFORMANCE^,. 



GENERAL STATEMENT OF -PERFORMANCE AND RESULTING OUTCOME 
•^-5 2T0I SURFACE GRIND ANGLE PLATE AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING operations; 



C ) 2.02 STRAIGHT GRIND 
C ) 2.03 ANGLE GRIND 



3.00 EXTENT 



GENE RAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

71 JTol ANGLE PLATE IS GROUND TO APPROVAL OF EXPERT RATERS . 

TO BE COMPLETED WITHIN 3 HOURS WITH EACH/ OPERAT ION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



3702 TO ± . 0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 

C) 3.03 TOiO^l' f 



119 



ERIC 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) 



DiyiSION 03 
UNIT 05 
TERMOB NO. 



1.00 -CONDITION 



MISOE NO. 



MACHINES 



GRINDING 



16-02 3 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



120 



ERIC 



* 



«iisoE ^40. 



DIVISION 03 MACHINES 
UNIT 03 GRINDING 

TERMOB NO. 16~02tf 



1.00 CONDITION 



C ) 1.01 BLUEPRINT OF STRAIGHT TOOTH SLOTTING CUTTER 

C > 1.02 TOOL AND CUTTER GRINDER 

C ) 4^.03 BASIC MACHINIST'S TOOLS CTABLE T-3) 

C > 1.0k MACHINED AND HARDENED STRAIGHT TOOTH SLOTTING CUTTER 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 GRIND A STRAIGHT TOOTH SLOTTING CUTTER AS SPECIFIEiX 
IN BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS: 



C ) 2.02 STRAIGHT GRIND 
C > 2.03 ANGLE GRIND 



3.00 



t 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) ;,3.01 CUTTER GROUND TO APPROVAL OF BOARD OF EXPERT RATERS 
TO BE COMPLETED WITHIN 2 HOURS WITH EACH* OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



c 

c 



3.02 
3. 03 



TO ± 

to ± 



. 0002 
1' 



OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 



ERIC 



121 



PROGRAM 

usoE CODE misya 



MACHINE SHOP 



DIVISION 
UNIT 

TERMOB NO. 



MISOE NO. 



03 
03 



GRINDING 



I6^02tf 



1.00 CONDITION 



2.00 PERFORMANCE 

GENERAL STATEM&NT OF PERFORMANCE AND RESULTING OUTCOME 



■ft 

3.0 0. EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



190 

*^ 



ERIC 



PROGRAM MACHINE SH OP^ • DIVISION 03 MACHINES 



UNIT 



05 6RiNDiNC' 



TERMOB NO. 



15-025 



I. 00 CONDITION 



C) 
C ) 
C ) 
C ) 



1 .01 
1.0 2 

1 . 03 
1 . 04 



BLUEPRINT OF A LATHE CENTER 
CY LI NDRI CAL-GRTNDE:R 

BASIC MACHINIST'S TOOLS CTABLE T-3) 
MACHINED AND HARDENED LATHE CENTER 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



C ) 2.01 GRIND A LATHE CENTER AS 
EMPLOYING THE FOLLOWING 



SPECIFIED IN 
OPERATIONS : 



BLUEPRINT 



c 
c 
c 



) 2.02 
) 2.03 
) 2.04 



STRAIGHT GRIND 
TAPER .GRIND 
ANGLE GRIND 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING. OUTCOME 
C ) 3.01 LATHE CENTER IS GROUND TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 4 "HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



C ) 

C .) 



3.02 
3.03 
3 . 04 



TO ± 
TO ± 
TO ± 



.0002 
.0002 
0° 1' 



OR 
OR 



1/1 OO 
1/100 



INCH 
INCH 



AS 
AS 



SPECIFIED 
SPECIFIED 



IN 
IN 



BLUEPRINT 
BLUEPRINT 



ERIC 



123 



___.MlSQt:_NQ 



PROGRAM . MACHINE SHOP DIVISION 03 MACHINES 
USOE CODE NO(S) ' 



UNIT 03 GRINDING 



TERMOB NO. lb -02 5 



,00 CONDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



5.00 EXTENT 

GENERAL STATEMENT OFVEXTENT AND EXTENT OF RESULTING OUTCOME 



)B^EXTE 



EMC 



_!0£_i4!h 



HACHtNE SHOP 



DIVISION 03 MACHINES 
UNIT 03 GRINDING 

TERMOB W. lG-i)26 



1.0 0 CONDITION 

( ) 1.01 BLUEPRINT OF A TEST BAR 



tvft2 C Y L I N BR-reAl^GfM-N&ER 

( ) 1.03 BASIC MACHINIST'S TOOLS CTABLE T-3) 



2.0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
CO 2.01 GRIND A TEST BAR AS SPECIFIED IN BLUEPRINT EMPLOYING , 
THE FOLLOWING OPERATIONS 



( ) 2.02 STRAIGHT GRIND 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND -EXTENT OF RESULTING OUTCOME 
( ) 3.01 TEST BAR IS GROUND TO APPROVAL OF" BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 2 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



C > 3.02 TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 



125 



ERIC 



7 



MISOE NO. 



PROGRAM 

USOE CODE NO(S) 



1.00 CONDITION 



MACHINE SHOP 



DIVISION 03 
UNIT 03 
TERMOB NO. 



MACHINES 



GRINDING 



15-02 5 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.0 0 EXTENT 

GENERAL STATEMENT OF EXTENT AND ^EXTENT OF RESULT ING ' OUTCOME 



12G 



ERIC 



MISOC NO. 



PROGRAM 



MACHINE SHOP 



DIVISION 03 
UNIT 04 
TERMOB NO. 



MACHINES 



SPECIAL 



16-027 



t.OO CONDITION 



C 
C 
C 

c 
c 
c 



1.01 
1.02 
1.03 
l.O^f 
1.05 
1.06 



BLUEPRINT OF A BOLT 
POWER BAND SAW 
POWER HACK SAW 
TURRET LATHE 

BASIC MACHINIST'S TOOLS CTABLE T-3) 
REQUIRED STOCK 



2.00 PERFORMANCE 



GENERAL STATEMENT 


OF'^ERFORMANCE 


AND 


RESULTING 


OUTCOME 


C ) 2.01 MAKE A 


BOLT EMPLOYING 


THE 


FOLLOWING 


OPERATIONS: 



C 


') 


2.02 


C 


) 


2.03 


c 


) 


2.04 


c 


> 


2.05 


c 


) 


2 .06 


c 


) 


2.07 


c 


) 


2.08 


c 


). 


2 ng 



SELECT STOCK 
CUT STOCK 
STRAIGHT TURN. 
SHOULDER TURN 
FACE OFF / 
CHAMFER ■ 
THREAD 
CUT OFF 



3.00 EXTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
( ) 3.01 BOLT IS MADE TO APPROVAL OF BOARD OF EXPERT jRATERS . 

TO BE COMPLETED WITHIN 2 HOURS WITH EACH OP/ERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY. ^ 



( 


) 


3.02 


c 


) 


3.03 


c 


) 


3.04 


c 


> 


3.05 


c 




3.06 


c 


) 


3.07 


c 


) 


3.08 


c 


) 


3.09 



CORRECT STOCK SELECTED 
1/8" OVERSIZE 

.005 OR 1/64 INCH AS SPECIFIED 
.005 OR 1/64 INCH AS SPECIFIED 
.a€5 OR 1/64 INCH AS SPECIFIED 
.005 OR 1/64 INCH AS SPECIFIED 
CONFORMS TO GO/NO-GO THREAD GAUGE 
TO ± .005 OR 1/64 INCH SPECIFIED 



TO ± 
TO ± 
TO ± 
TO ± 



IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 

IN BLUEPRINT 



MISOE NO. 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) 



1.00 CONDITION 



-a — +■ 



DIVISION"; 03^ MACHINES 

) 

'UNIT 04 SPECIAL 

TERMDB NO. 



16-027 



2.00 PERFORMANCE . < . 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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o 

ERIC 



m^M NO, 



PROGRAM 



MACHINE SHOP 



DIVISION 0 3 
UNIT 0 4 

TERMOB NOr. 



MACHINES 



SPECIAL 



16-Q28 



.00 CONDITION 



C ) 

C ) 

C ) 

C > 



1.01 
1.02 
1.03 
1.04 



C > 1.05 
( ) 1.06 



BLUEPRINT OF A NAIL S^T^ BODY 

REQUIRED STOCK 
TURRET 'LATHE 
POWER BAND SAW 
POWER HACK SAW 

BASIC MACHINIST'S TOOLS CTABLET-3) 



2.00 PERPORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

C ) 2.01 MAKE A NAIL SET BODY EMPLOYING THE FOLLOWING OPERATIONS: 



c 


) 


2.02 


SELECT STOCK 


( 


) 


2.03 


CUT STOCK 


c 


) 


2.04 


DRILL 


( 


) 


2.05 


KNURL 


c 


) 


2.06 


TAP 


c 


) 


2 . 07 


COUNTERBORE 


c 


) 


2.08 


CHAMFER 


( 


) 


2.09 


CUT OFF 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT 01= RESULTING OUTCOME 
C ) 3.01 NAIL SET BODY MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 3 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 




( 


) 


3.02 


c 


) 


3.03 


c 


) 


3.04 


c 


) 


3.05 


c 


) 


3.06 


c 


) 


3.07 


c 


) 


3.08 


c 


) 


3.09 



CORRECT STOCK SELECTED 

1/8" OVERSIZE • ' ■ 

TO i .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 

TO ± 1/64 INCH ON LENGTH, PATTERN CLEAN AND SHARP 

FITS GO/NO-GO THREAD GAUGE 

TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 
TO i .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 
TO i .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 
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iiiiliittMiiiiiiii 



ilililiiiliiiiiii 



iiifi 



PROGRAM 

USOE CODE NO(S) 



MACHINE SHOP 



MISOE NO. 



DIVrSION 03 
UNIT " O^f 
TERMOB NO. 



1.00 CONDITION 



MACHINES 



SPECIAL 



15-658 



2.0 0 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



5.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



MISOE NO. 



PROGRAM ' MACHINE SHOP DIVISION 03 MACHINES 



1.00 CONDITION 



UNIT Oh SPECIAL 



TERMOB NO. 16-029 



C ) 1.01 BLUEPRINT OF A BORING TOOL 

C ) 1.02 REQUIRED STOCK 

C ) 1.03 POWER BAND SAW 

C ) 1.0 if POWEP, HACK SAW 

< ) 1,05 COMPUTER EQUIPPED MILLING MACHINE 

C ) 1.06 BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

C ) 2.01 MAKE A BORING TOOL EMPLOYING THE FOLLOWING OPERATIONS: 



c 


> 


2 


,02 


SELECT STOCK 


c 


) 


2 


.03 


CUT STOCK 


c 


) 


2 


.04 


PROGRAM MACHINE 


c 


> 


2 


.05 


PUNCH TAPE 


c 


) 


2 


.06 


PLAIN MILL 


^ c 


) 


2 


.07 


SLOT MII.L 


c 


> 


2 


.08 


DRILL (NUMERICAL CONTROL) 


c 


> 


2 


.09 


REAM (NUMERICAL CONTROL) 


c 




2 


.10 


COUNTERSINK ('NUMERICAL CONT'ROL) 


c 




2 


.11 


TAP (NUMERICAL CONTROL) ' 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
( ) 3.01 BORING TOOL IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WI.THIN 5 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY' 



( 


) 


3.02 


( 


) 


3.03 


( 


) 


3.04 


( 


) 


3.05 


( 




3.06 


( 


^ 


3.07 


c 


) 


3.08 


( 


) 


3.09 


( 


) 


3.10 


( 


) 


3.11 




CORRECT STOCK SELECTED 

1/8" OVERSIZE 

CORRECT PROGRAM MADE 

ACCURATELY NO ERRORS 

TO ± .005 OR 1/64 INCH AS SPECIFIED 

TO ± .005 OR 1/64 INCH AS SPECIFIED 

TO ± .005 INCH ON CENTER 

TO ± .005 INCH Size 

TO ± .005 INCH SIZE 

CONFORMS TO GO /NO-GO THREAD GAUGE 



IN 
IN 



BLUEPRINT 
BLUEPRINT 
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iiiiMi^MiiiiiiiiliiliM 



* 



_ . MISOE NO. _ , 

PROGRAM MmCHINE SHOP DIVISION 03 MACHINES 

USOE CODE NO(S) ^ . — . 

. UNIT Qli SPECIAL 

. . ' TERMOB NO. 16-029 



1.00 CONDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT or PERFORMANCE AND RESULtIiNG OUTCOME 



3.00 EXTENT ^ ^ 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



13S 



IISOE W.' 



■•ROGRAM - MACHINE SHOP- 



DIVISION 03 
UNIT 0*+ 
TERMOe NO. 



MACHINES 



SPECIAL 



16-030 



1.00 CONDITION 



C 
C 

c 
c 

e 
c 



1.01 
1.02 
1.03 
l.Oh 



BLUEPRINT OF ANGLE PLATE 
REQUIRED STOCK 
POWER BAND SAW 
POWER HACK SAW 

-COMPtJT- ER EQUIPPE O-t1 IL LING-MAi:HTNE^ 



1.06 BASIC MACHINIST'S TOOLS CTABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE AN ANGLE PLATE EMPLOYING THE FOLLOWING 
OPERATIONS; 



2.02 PROGRAM MACHINE 

2.03 PUNCH TAPE 
2.0'f SELECT STOCK 

2.05 CUT 5T0CK 

2.06 PLAIN MILL (NUMERICAL CONTROL) 

2.07 FACE MILL (NUMERICAL CONTROL) 

2.08 SLOT MILL (NUMERICAL CONTROL) 

2.09 DRILL (NUMERICAL CONTROL) 

2.10 COUNTERSINK 

2.11 TAP 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
( ) 3.01 ANGLE PLATE IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 8 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



ERIC 



3.a5 

3.03 
3.0't 
3.05 
3.06 
3.07 
3.08 
3.09 
3. 10 
3.11 



CORRECT PROGRAM MADE 

CURATELY, NO ERRORS 
CORRECT STOCK SELECTED 
1/8" 0VERSI2E 
.005 INCH 
.005 INCH 
.00 5 INCH 
.005 INCH 

.0 05 INCH ON CENTER 
CONFORMS TO GO/NO-GO THREAD GAUGE 



TO 
TO 
TO 
TO 
TO 



+ 

4- 
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MiSOE NO. 



t PROGRAM 
L USOE CODE NO(S) 



MACHINE SHOP 



DIVISION 03 
UNIT Qtt 
TERMOB NO. 



^ MACHINES 



SPECIAL 



16-030 



1.00 CONDITION 



2.00 PERFORMANCE . 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING' OUTCOME 



3.00 EXTENT 

GENE.RAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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L_^.„.^^. .... t^.^.VW...^ .-t^U^.. ............ 



MISOE NO. 



PROGRAM 



MACHINE SHOP 



DIVISION- 03 
UNIT. 04 
TERMOB NO. 



MACHINES 



SPECIAL 



16-031 



1.00 CONDITION 



-C^ Ml — BLUEPRINT OF -A-NE€D LE PO I N T et^AMP-S€REW- 

C ) 1.02 POWER 'BAND SAW 
C ) 1.03 POWER HACK SAW 
C ) l.O^f REQUIRED STOCK 
C ) 1.05 HAND SCREW. MACHINE 

C ) 1.06 BASIC MACHINIST'' S TOOLS CT^ABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C~) 27oi MAKE A NEEDLE POINT CLAMP SCREW EMPLOYING THE 
FOLLOWING operations: 



c 




2. 


02 


c 


) 


2. 


a3 


c 


) 


2. 


Ok 


c 


) 


2. 


05 


c 


) 


2. 


06 


> 


) 


2. 


07 



SELECT STOCK 
CUT stOCK 
STRAIGHT TURN 
FORM 
THREAD 
CUT OFF 



/ 



3.0 0 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTIN G OUTCOME 
T"! 37ox SCREW IS MADE TO APPROVAL OF BOARD OF EXPERT RATERS. 

TO BE COMPLETeO WITHIN^ 2 HOUllS WITH EACH OPERATION 
JUDGED AS SATISFACTORY \)R UNSATISFACTORY 



) 

X 



3.02 
3.03 
3.04 
5.05 
3.06 
3.07 



CORRECT STOCK SELECTED 
1/8" OVERSIZE 

TO ±-.005 OR l/6k INCH AS SPECIFIED IN BLUEPRINT 
TO i l/tf° , 

FITS GO/NO-GO THREAD GAUGE 

TO ± . 005 OR l/6tf INCH AS SPECIFIED IN BLUEPRINT 
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o 

ERIC 



PROGRAM .> MACHINE SHOP 

USOE CODE NO(S) 



1.00 CXJNDITION 



DIVISION 03 
UNIT Ok 
TERMOB NO. 



Misoe 



MACHINES 



SPECIAL 



2.00 PERFORMANCE 

. GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTEr4T 

GENERAL STATEMENT OF EXTENT AND EXTE^NT OF RESULTING OUTCOME 
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ERIC 



/ 

MtSOE NO, 



PROGRAM MACHINE SHOP DIVJSION 03 MACHINES 

UNIT 0*+ SPECIAL 

TERMOB NO. 16-032 



1.00 CONDJTiON 



C 
C 
C 
C 
C 
C 



> 
) 
) 
) 
) 
) 



1.01 
1. 02 
1.03 
1. Oif 
1. 05 
1. 06 




BLUEPRINT/OF A BEVEL WASHER 
POWER BAND SAW 
POWER HACK SAW 
REQUIRED STOCK 
HAND SCREW MACHINE 
BAS'IC MACHINIST'S TOOLS 



CTABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A BEVEL WASHER EMPLOYING THE FOLLOWING 
OPERATIONS: 



C > 2.02 SELECT STOCK 

C ) 2.03 CUT STOCK 

C ) 2.0*+ CENTER DRILL 

'( ) 2.05 DRILL 

C ) 2.06 TAPER TURN 

C ) 2.07 STRAIGHT TURN 

( ) 2.08 CUT OFF 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



C ) 3.01 BEVEL WASHER IS MADE TO APPROVAL 
RATERS. TO BE COMPLETED WITHIN 1 
OPERATION JUDGED ASI SATISFACTORY 



OF BOARD OF EXPERT 

HOUR WITH EACH 
OR UNSATISFACTORY 



C ) 3.02 CORRECT STOCK SELECTED 

( ) 3.03 1/8" OVERSIZE 

( ) 3.0'f TO t .005 OR 1/6't INCH AS SPECIFI 

C ) 3.05 TO ± .005 OR 1/6't INCH AS SPEtlFI 

C ) 3.06 TO ± . 005 OR 1/6** INCH AS SPECIFI 

( ) 3.07 TO ± .005 OR 1/6** INCH AS SPECIFI 

( ) 3.08 TO ± *; 005 OR 1/6't INCH AS SPECIFI 

13 r 



ED 
ED 
ED 
ED 
ED 



IN 
IN 
IN 
IN 
IN 



BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 




iiiiliiiiMi 



MISOE NO. 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) ' 



.00 CONDITION 



DIVISION 03 
UNIT 04 
TERMOB NO. 



MACHINES 



SPECIAL 



16-a32 



* • 

2,00 PERFORMANCE s 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



7: 



3.00 EXTENT 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
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MISOE NO. 



PROGRAM MACHINE SHOP DIVISION 03 MACHINES 



UNIT 04 SPECIAL 



TERMOB NO. 16-033 



1.00 CXDNDITION 

" \ ; 

C > 1.01 SET OF CHESS MEN WITH INFINITE RADIAL SYMMETRY 

' C ) 1.02 TRACER LATHE 

C ) 1.03 BASIC MACHINIST'S TOOLS CTABLE T-3) 

C ) 1. 04 REQUIRED STOCK 

C ) 1.05 TEMPLATE OF CHESSMEN 

' >« ■ 

2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

C ) 2.01 COPY CHESSMEN EMPLOYING THE FOLLOWING OPERATIONS 



C ) 2.02 SELECT STOCK 

C ) 2.0 3 CUT STOCK 

C ) 2.04 ALIGN MODEL 

C ) 2.05 TURN TO DIMENSION 



3.0 0 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 CHESSMEN ARE COPIED TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 3 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY, 



C ) 3.02 CORRECT STOCK SELECTED 

C ) 3.03 1/8" OVERSIZE 

C ) 3.04 CGuRECTLY CENTERED 

C ) 3,05 CUTS ARE SMOOTH AND PRODUCT CONFORMS TO MODEL 
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MISOe NO. 



f»ROGRAM MACHINE SHOP 

USOE .C0OE NO(S) '. 



DIVISION 0 3 
UNIT Ok 
TERMOB NO. 



MACHINES 



SPECIAL 



16-653 



J.00 CONDITION ■ 



2,00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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MISOE NO.^ 



14i 



MAr.HTNF c^HOP 



DIVISION 03 
UNIT on 
TERMOB NO. 



MACHTNFS 



SPItCTAI. 



1.00 CONOITiON 



c 


) 


1. 


01 


c 


) 


1. 


02 


c 


) 


1. 


03 


c 


) 


1. 


Ok 


c 


) 


1. 


05 


c 


) 


1. 


06 


c 


) 


I . 


07 


c 


) 


1. 


08 


c 


) 


1. 


09 


c 


) 


1. 


10 


c 


) 


1. 


11 


c 


) 


1. 


12 


c 


) 


1. 


13 


c 


) 


1. 


m 


c 


) 


X. 


15 


c 


) 


1. 


16 


( 


) 


1. 


17 



BLUEPRINT OF BUTT JOINT 

BLUEPRINT OF LAP JOINT 

BLUEPRINT OF TEE JOINT 

BLUEPRINT OF CORNER JOINT 

BLUEPRINT OF EDGE, JOINT 

TIG WELDING EQUIPMENT 

WELDING HAND TOOLS CTABLE T-3A) 

TABLE OF CURRENT SETTINGS 

TABLES FOR SELECTING THE ELECTRODES 

1/8" MAGNESIUM 

3/16" MARNFSHJM , 

l/k" ALUMINUM 

STAINLESS STEEL (UP TO .050") 
STAINLESS STEEL ( .050" AND UP) 
BRASS ALLOYS 

LOW CARBON STEEL C.015" TO .030") 
CAST IRON 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
( ) 2.01 WELD A SEAM OR JOINT AS SPECIFIED IN BLUEPRINT EMPLOYING 
THE FOLLOWING OPERATIONS: 



C ) 2.02 CHECK ALL ELECTRICAL CIRCUIT CONNECTIONS 

C ) 2.03 CUT ELECTRODE 

C ) 2.04 Adjust the electrode 

C ) 2.05 SET AMPERAGE 

C ) 2.06 TURN ON AND SET INERT GAS 

C ) 2.07 POSITION FILLER ROD 

C > 2.08 WELD 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C~l 3TOI SEAM OR JOINT IS WELDED WITH SMOOTHNESS AND 

PROPER PENETRATION TO APPROVAL OF BOARD OF EXPERT RATERS 
TO BE COMPLETED WITHIN ONE HOUR WITW-EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 

C~) 3T02 ALL CONNECTIONS TlGHlN ^ ' 

( ) 3.03 PROPER DIAMETER SELECTED AND CUT TO APPROPRIATE LENGTH 

( ) 3.0k ELECTRODE EXTENDS l/8rT0 3/16" BEYOND END OF GAS CAP 



l.OX BLUEPRINT OF BUTT JOINT 

1.02 BUJEPRINT Of LAP JOINT 

1.03 BLUEPRINT OF TEE JOINT 

I. Ok BLUEPRINT OF CORNER JOINT 
BLUEPRINT OF EDGE JOINT 
TIG WELDING EQUIPMENT 
WELDING HAND TOOLS CTABLE T-3A) 
TABLE OF CURRENT SETTINGS 
TABLES f6R SELECTING THE ELECTRODES 

1.10 1/8" MAGNESIUM 

1.11 3/16^' MAfcNFRlUM 

12 l/'t" ALUMINUM 

13 STAINLESS STEEL CUP TO , 

14 STAINLESS STEEL C .050" 

15 BRASS ALLOYS 

16 LOW CARBON STEEL C.015" TO .030") 

17 CAST IRON 



05 
06 
07 
08 
09 



050") 
AND UP) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME ^ 
Cl 2701 WELD A SEAH OR JOINT AS SPECIFIED IN BLUEPRINT EI^IPLOYING 
THE FOLLOWING OPERATIONS: 



c 


) 


2. 


02 


c. 


) 


2. 


03 


c 


) 


2. 


Ok 


c 


) 


2. 


05 


c 


) 


2. 


06 


c 


) 


2. 


07 


c 


) 


2. 


08 



CHECK ALL ELECTRICAL CIRCUIT CONNECTIONS 
CUT ELECTRODE 
ADJUST THE ELECTRODE 
SET AMPERAGE 

TURN ON AND SET INERT GAS 
POSITION FILLER ROD ^ 
WELD 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESUL T ING OUTCOME 
Z~5 JTOI SEAM OR JOINT IS WELDED WITH SMOOTHNESS AND 

PROPER PENETRATION TO APPROVAL OF BOARD OF EXPERT RATERS 
TO BE COMPLETED WITHIN ONE HOUR WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 

Tl 3T02" 

C ) 3.03 
C ) 3.0k 
C ) 3.05 
C ) 3.06 

C ) '^3.07 

C ) '3. 08 

142 



ALL CONNECTIONS TIGHT 

PROPER DIAMETER SELECTED AND CUT TO APPROPRIATE LENGTH 
ELECTRODE EXTENDS 1/8" TO 3/l6" BEYOND END OF GAS CAP 
CORRECT AMPERAGE 
CORRECT FLOW' 
AT PROPER ANGLE 

SEAM OR JOINT SMOOTH WITH METAL EVENLY DISTRIBUTED 




T-88 



7/7H 



MI50E NO.. 



PROGRAM ' MACHINE SHOP DIVISION 03 MACHINES 

USOE CODE NO(S) ^ 

UNIT Ok SPECIAL 

" TERMOB NO.^ 16-058 



1.00 dONDITION 



2.00 PERFORMANCE 

GENERAL STATHMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT , 

GENERAL STATEMENT OF EXTENT AND 4[>XTENT OF RESULTING OUTCOME 



ERIC 
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MISOe NO. 



PROGRAM 



MACHINE SHOP 



DIVISION 03 
UNIT .04 
TERMOB NO. . 



MACHINES 



SPECIAL 



1.00 CXWDITION 



c 


) 


1.01 


BLUEPRINT 


OF 


BUTT JOINT 


c 


) 


1.02 


BLUEPRINT 


OF 


LAP JOINT 


c 


) 


1. 03 


BLUEPRINT 


OF 


TEE JOINT 


c 


) 


1. O^f 


BLUEPRINT 


OF 


CORNER JOINT . 


c 


) 


1. 05 


BLUEPRINT 


OF 


EDGE JOINT 


c 


) 


1.06 


MIG WELDING 


EQUIPMENT: 



C ) 
C ) 



c 
c 
c 
c 
c 



1. 
1. 

1. 
1, 
1, 
1, 
1 



07 
08 
09 
10 
11 
12 
13 



CONSTANT VOLTAGE 
D.C. GENERATOR POWER SUPPLY' 
O.C.R.P. POWER SUPPLY . 
-.WIRE FEEDING MECHANISM ' 
WELDING GUN 
ELECTRODE WIRE 
SHIELDED gas: 
ARGON ^ 
HELIUM 
OXYGEN 

CARBON DIOXIDE 
TABLES OF FILLER WIRE AND FEED 
TABLES OF CURRENT SETTINGS 
TABLE OF GAS AND FLOWS 
1/16" STAINLESS STEEL 
1/4" CARBON STEEL 
1/2" ALUMINUM 

WELDING HAND TOOLS (TABLE T-3A) 



P-OWER SUPPLY 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

(-5 2701 WELD JOINT OR SEAM AS SPECIFIED IN BLUEPRINT EMPLOYING 

THE FOLLOWING OPERATIONS: 



c 


) 


2. 


02 


c 


) 


2. 


03 


c 


) 


2. 


04 


c 


) 


2. 


05 


c 


) 


2. 


06 


c 


) 


2. 


07 


c 


) 


2. 


08 


c 


) 


2. 


09 


e 


) 


2. 


10 



CHECK ALL HOSE AND CABLE CONNECTIONS 

SELECT NOZZLE 

THREAD WIRE THROUGH GUN 

CLEAN OR INSPECT APERTURES OF CONTACT TUBE AND NOZZLE 
SET WIRE SPEED AND FEED 
SELECT SHIELDED GAS 

TURN ON SHIELDED GAS AND WATER COOLANT 
POSITION WORK 

WELD ' • 
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\ 



MISOE NO. 



PROGRAM MACHINE SHOP 
USOE CODE NO(S) 



.00 CONOiTION 



DIVISION 
UNIT 

TERMOB NO. 



P3 
Ok 



MACHINES 



SPECIAL 



16-034 



2.00 , PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



ERIC 



145 



Misce NO, 



PROGRAM 



MACHINE SHOP 



DIVISION 03 
UMIT O^t 
TERMOB NO. 



MACHINES 



SPECIAL 



3.00 EXTENT 



c 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 JOINT OR SEAM WELDED WITH SMOOTHNESS AND PROPER, 

PENETRATION TO APPROVAL OF BOARD OF EXPERT RATERS. 
TO BE COMPLETED WITHIN ONE ^dPUR WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



C ) 3.02 CONNECTIONS TIGHT AND PROPERLY INSULATED 

C ) 3.03 CORRECT NOZZLE SELECTED 

C 3 3.04 PROPERLY THREADED AND EXTENDING CORRECT DISTANCE 

( ) 3.05 APERTURES CLEAN 

C ) 3.06 CORRECT SPEED 

( ) 3.07 CORRECT GAS 

C ) 3.08 ADJUSTED FOR CORRECT OUTPUT 

<0 3.09 PROPERLY POSITIONED IN WELDING VISE 

C ) 3.10 SEAM OR JOINT SMOOTH WITH METAL EVENLY DISTRIBUTED 



ERIC 



MISOe NO. 



PROGRAM MACHINE SHOP DlVISvlON 03 MACHINES 

USOE CODE NO(S) ^ ~ V ^ 



UNIT N 0^ SPECIAL 



TERMOB NO. It-OJIf 



3. 00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME .. 




ERLC 



Misoe NO* 



PROGRAM 



MACHINE SHOP 



DfVISIOK 
UNIT 

TERMQB m. 



03 
Oh 



MACHINES 



SPECIAL 



16-069 



1.00 CONDITION 



1.01 
1.02 
1.03 
1. Oif 
1.05 
1.06 
1 . 07 
1.08 
1.09 



BLUEPRINT OF 
BLUEPRINT OF 
BLUEPRINT OF 
BLUEPRINT OF 
BLUEPRINT OF 
GAS WELDING 
WELDING ROD 

1/8" ROLLED STEEL STOCK ' , 
WELDING HAND TOOLS (TABLE T-3A) 



BUTT JOINT 
LAP JOINT \ 
TEE JOINT \ 
CORNER JOIhiT 
EDGE -JOINT \ 
EQUIPMENT CTABLE.T-3B) 



2.0 0 PERFORMANCE 



GENERAL STATEMENT 
C ) 2.01 WELD A 



OF PERFORMANCE AND RESULTING OUTCOME 

JOINT OR SEAM A S SPECIFIED IN BLUEPRINT 

EMPLOYING THE FOLLOWING OPERATIONS: 



C 0 2.02 ADJUST TANK GAUGES 

C ) 2.03 ADJUST TORCH 

C ) 2.0tf TAC WORK 

C > 2.05 WELD 



..^--3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
< ) 3.01 JOINT OR SEAM IS WELDED WITH SMOOTHNESS AND PROPER 
PENETRATION TO APPROVAL OF BOARD OF EXPERT RATERS, 
TO BE COMPLETED WITHIN 1/2 HOUR WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY 



C ) 3.02 CORRECTLY ADJUSTED 

C ) 3.03 FOR NEUTRAL FLAME 

C ) 3. Oh IN CORRECT PLACES TO COUNTERACT EXPANSION DUE TO' HEAT 

C ) 3.05 SEAM OR JOINT SMOOTH WITH METAL EVENLY DISTRIBUTED 



146 




MISOE NO. • 



1.00 CONDITION 



PROGRAM 

USOe CODE NO(S) 



MACHINE SHOP 



DIVISION 03 
UNIT Ok 
TERMOB NO. 



SPECIAL 




•2,0 0 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



140 



ERIC 



«IISOE NO, 



PROGRAM 



MACHINE SHOP 



DIVISION 03 
UNIT O^f 
TERMOB NO. 



MACHINES 



SPECIAL 



X6-062. 



1.00 CONDITION 



1 . 01 
1.02 
1.03 
1.04 
1,.05 
1.06 



BLUEPRINT OF A 3/V' HEX WRENCH 
BLANKED. OUT WRENCH . 
ELECTRODE MATERIAL 
VERTICAL MILLING MACHINE 
ELECTRICAL DISCHARGE MACHINE 
BASIC MACHINIST'S TOOLS (TABLE 



T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

27o1 EDM 3/tf" HEX IN WRENCH BLANK AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



C ) 2.02 
2.03 
*< ) 2.0** 



MILL 3/^" HEX ELECTRODE 
LOCATE WRENCH BtANK IN EDM 
EDM HEX IN WRENCH 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
JTOI 5/h" HEX IS EDMED IN WRENCH BLANK TO APPROVAL OF 

BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN 2 HOURS 
. WITH EACH OPERATION JUDGED AS SATISFACTORY OR UNSATIS- 
FACTORY. 



T"5 3702 TO t .005 ^ 

:C ) 3.03 CORRECTLY^ AS^SPECIFIEO IN BLUEPRINT 

'X ) S.Ok TO ± . 005 ON LOCATION 



ERIC 



15U 



usee CODE(s) 



MACHINE SHOP 



DIVISION 03 .__ MACHINES 
t^NIT Ql^ SPECIAlT" 

TERf^B NO. l6-o62 - 



1.00 CONDITION 



2. 00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



9^ 



3,00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



151 



ERIC 



... ......... ..I.:,- ^ ..,1...^ .,. ^, .^^^-^.^^ ^.^^^.^.^.^^^.^..mi^,^..^.,.^^^^^.,,.^^ 



vilSC€ NO. 



MACHINE SHOP DIVISION 03 MACHINES 

UNIT 05 PROJECTS 
" TERMOB NO. 16~035 



1.00 CONDITION 



1.01 BLUEPRINT OF A PLUG GAUGE 

1.02 REQUIRED STOCK 

1.03 POWER HACK SAW 

1.04 POWER BAND SAW 

1.05 LATHE 

1.06 CYLINDRICAL GRINDER 

1. 07 FURNACE 

1.08 BASIC MACHINIST'S TOOLS (TABLE 



T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
( ) 2.01 MAKE A PLUG GAUGE AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



2.02 SELECT STOCK 

2.03 CUT STOCK 

2.04 FACE OFF 

2.05 CENTER DRILL 

2.06 STRAIGHT TURN 

2.07 SHOULDER TURN 

2.08 KNURL 

2.09 STAMP IDENTIFICATION 

2.10 HARDEN 

2.11 STRAIGHT GRIND 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
.( ) 3.01 PLUG GAUGE IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 5 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



ERIC 



3.02 
3.03 

3. 05 
3.06 
3.07 
3.08 
3.09 
3. 10 
3.11 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 



. 005 
. 005 
.005 
.005 
1/6'* 



OR 1/6't 
OR. l/6k 
OR 1/6't 
OR 1/6't 
INCH ON 



INCH 
INCH 
INCH 
INCH 



AS 
AS 
AS 
AS 



SPECIFIED 
SPECIFIED 
SPECIFIED 
SPECIFIED 



IN 
IN 
IN 
IN 



BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 



TO 
TO 
TO 
TO 
TO 

SIZE STAMPED IS LEGIBLE 
HEATED TO CORRECT TEMPERATURE AND QUENCHED 
TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 



LENGTH PATTERN IS CLEAN AND 



SHARP 



MISOE NO. 



PROGRAM MACHINE SHOP DIVISION 03 MACHINES 
USOE CODE NO(S) ~ -"^ — ^ 



UNIT 05 PROJECTS 



. - . TERMOB NO. 16-055 

l;00 CONDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



♦ 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



•iiSOE NO. 



DIVISION 03 MACHINES 



UNIT 05 PROJECTS 



TERMOB NO. 16-636 



1.00 CONDITION 

C ) 1.01 BLUEPRINT OF A RING GAUGE 

C ) 1.02 REQUIRED STOCK 

C ) 1.03 POWER HACK SAW 

C ) l.O'f POWER BAND SAW 

» C ) 1.05 LATHE 

C ) 1.06 SURFACE GRINDER 

C ) 1.07 CYLINDRICAL GRINDER 

C ) 1*08 FURNACE 

C ) 1.09 BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



'ROGRAM MACHINE SHOP 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
T"5 270l MAKE A RING GAUGE AS SPECIFIED IN BLUEPRINT EMPLOYING 
THE FOLLOWING OPERATIONS: 



c 


) 


2. 


p2 


SELECT STOCK 


c 


) 


2. 


03 


CUT STOCK , 


c 


) 


2. 


O^f 


FACE OFF 


c 


) 


2. 


05 


CENTER DRILL 


c 


)• 


2. 


06 


DRILL 


c 


> 


2. 


07 


BORE 


c 


) 


2. 


08 


chaMfer' ' 


c 


) 


2. 


09 


STAMP IDENTIFICATION 


c 


J 


^ • 


10 


HARDEN 


c 


) 


2. 


11 


SURFACE GRIND 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 RING GAUGE IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 6 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



ERIC 



3.02 
3.03 
3.0'f 
3.05 
3.06 
3.07 
3.08 

3.09 
3.10 
3.11 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 



TO 
TO 
TO 
TO 
TO 



+ 
+ 
+ 

•4 



.005 
.00 5 
.005 
.005 
.005 



OR 
OR 
OR 
OR 
OR 



MM 
1/6'f 
l/6tf 
1/6't 



INCH 
INCH 
INCH 
INCH 
INCH 



AS 
AS 
AS 
AS 
AS 



SPECIFIED 
SPECIFIED 
SPECIFIED 
SPECIFIED 
SPECIFIED 



IN 
IN 
IN 
IN 
IN 



BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 



1S4 



STAMPED SIZE IS LEGIBLE 

HEATED TO CORRECT TEMPERATURE AND QUENCHED 

TO i .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 



ittteMiiMiiiiiliiilii 



MISOE NO. 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) 



1.00 CONDITION 



DIVISION 03 
UNIT 0 5 

TERMOB NO. 



MACHiNES 



PROJECTS 



16-036 




2.0 0 PERFORMANCE ^ 

GENERAL STATEMENT OF PERf=fORMANCE AND RESULTING OUTCOME 



5,00 EXTENT ' 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULT I NCyloUTCOME 



r 



55 



ERIC 



yisoE rx). 



''ROGRAM MACHINE SHOP DIVISION 03 MACHINES 

UNIT 05 PROJECTS 
TERMOB NO. 16-037 ' 



1.00 CONDITION 



1.01 BLUEPRINT OF A LATHE DOG 

1^02 REQUIRED STOCK 

1.03 POWER HACK SAW 

1.04 POWER BAND SAW 

1.05 DRILL PRESS 

1.06 LATHE 

1.07 VERTICAL MILLING MACHINE 

TTO 8"~"rASTC-MA'CHTNTST^S~T00rs~"CTABtE T- 3 ) 



2.00 = PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



C ) 2.01 



MAKE A LATHE DOG AS SPECIFIED IN BLUEPRINT EMPLOYING 
THE FOLLOWING OPERATIONS: 



2. 02 
2.03 
2. Ok 
2.05 
2,06 
2.07 
2.08 
2.09 
2.10 



SELECT STOCK 
CUT STOCK 
CENTER DRILL 
DRILL 
TAP 

FORM MILL 
STRAIGHT TURN 
CHAMFER 
THREAD 




GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 LATHE DOG IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 5 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



T 



3.02 
3.03 

3.05 
3.06 
3.07 
3.08 
3.09 
3.10 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 



TO ± 
TO ± 
FITS 
TO ± 
TO ± 
TO t 
FITS 



.005 OR l/6^f INCH AS SPECIFIED 
.005 OR l/6k INCH AS SPECIFIED 
GO/ NO-GO THREAD GAUGE 
1/tfO 1' 

.005 OR 1/Sk INCH AS SPECIFIED 
.005 OR l/6k INCH AS SPECIFIED 
GO/NO-GO THREAD GAUGE 



IN 
IN 



IN 
IN 



BLUEPRINT 
BLUEPRINT 



BLUEPRINT 
BLUEPRINT 



ERIC 



Misoe NO 



1 



USOE CODE NO(S) 



DIVISION 03 
UNIT 05 
TERMOB NO. 



MAgHINES 



PROJECTS 



1.00 CONDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GEUERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



/ 



MISQE NO. 



158 



IP*ROGRAM 



J ■ 

MACHINE SHOP 



DIVISION 03 
UNIT 0 5 

TERMOB NO. 



MACHINES 



PROJECTS 



1.00 



CONDITION 




C 


) 


1.01 


BLUEPRINT OF A YOKE AND SCREW 


C 


) 


1.02 


REQUIRED STOCK 


C 


) 


1.03 


POWER HACK SAW 


c 


) 


1. Oti 


POWER BAND SAW 


c 


) 


1.05 


DRILL FRESS 




) 


1.0 b 


LATHE 


c 


3 


1.07 


HORIZONTAL MILLING MACHINE 


c 


) 


1.08 


VERTICAL MILLING MACHINE 


c 




1.09 


BASIC MACHINIST'S TOOLS CTAB|-E 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A YOKE AND SCREW AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



C 

c 

V 

( 
c 
c 
c 
< 



> 

J 

) 
) 
) 
) 

) 

C ) 



2.02 SELECT STOCK 

2.03 CUT STOCK- 
2. Oh PLAIN MILL 

2.05 FORM MILL 

2. 06 CENTER DRILL 

2.07 DRILL 
2.0 8 TAP 
2.0 9 THREAD 
2.10 KNURL 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 YOKE AND SCREW ARE MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 6 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 

CORRECT STOCK SELgCTED 
1/8 INCH OVERSIZE 

TO ± .005 OR INCH AS SPECIFIED IN BLUEPRINT 

TO ± . 005 OR l/e^f INCH AS SPECIFIED IN BLUEPRINT 
TO ± .005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 
TO ± .005 OR INCH AS SPECIFIED IN BLUEPRINT- 

FITS GO/NO-GO THREAD GAUGE i 
FITS GO/NO-GO THREAD GAUGE 

TO ± 1/64 INCH ON LENGTH PATTERN IS CLEAN AND SHARP 




c 




3.02 


c 


) 


3.0 3 


c 


) 


3. 04 


c 


) 


3.05 


c 


) 


3.06 


c 


) 


3.07 


c 


) 


3.08 


c 


) 


3.09 


c 


) 


3. 10 



c 


) 


1.01 


BLUEPRINT OF A YOKE AND SCREW 


c 


) 


1.02 


REQUIRED STOCK 


c 


) 


1.03 


POWER HACK. SAW 


c 


) 


l.ot* 


POWER BAND SAW _ . ^ 


c 


) 


1.05 


DRILL PRESS 


c 


) 


1.06 


LATHE 


c 


)' 


1.07 


-HORIZONTAL MILLING MACHINE 


c 


) 


1.08 


VERTICAL MILLING MACHINE 




) 


1.09 


BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



GENERAL ..STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A YOKE AND SCREW AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



c 




2. 


02 


SELECT STOCK. 


<: 


') 


2. 


03 


CUT STOCK 


c 




2. 


O^f 


PLAIN MILL 


< 


> 


2. 


05 


FORM MILL 


c 


) 


2. 


06 


CENTER DRILL 






?. 


07 


DRILL 


i 


> 


2. 


08 


TAP 


c 


) 


2. 


09 


THREAD 


c 


) 


2. 


10 


KNURL 



5.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
( ) 3.01 YOKE AND SCREW ARE MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 6 HOURS WITH EACH 
' OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



c 


) 


3.02 


c 


) 


3.03 


c 


) 


3. O^f 


c 


) 


3.05 


c 


) 


3.06 


c 


) 


3.07 


c 


) 


3.08 


c 


) 


3.09 


c 


) 


3. 10 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 

TO ± .005 OR llhh INCH AS SPECIFIED IN BLUEPRINT 
TO i . 005 OR INCH AS SPECIFIED IN BLUEPRilNT 

TO ± . 005 OR l/6if INCH AS SPECIFIED IN BLUEPRINT 
TO ± . 005 OR l/6if INCH AS SPECIFIED IN BLUEPRINT 
FITS GO/NO-GO THREAD GAUGE 
FITS Gd/NO-GO THREAD GAUGE 

TO ± 1/64 INCH ON LENGTH PATTERN IS CLEAN AND SHARP 



150 



ERIC 



T-104 



7/7t 



MISOe NO. 



PROGRAM . MACHINE SHOP 

USOE CODE NO<S) 



1.00 CONDITION 



DIVISION 03 
UNIT 05 
T^RMOB NO. 



MAtHINgS 



PROJECTS 



* 16-058 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3. do EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OFRgSULTING OUTCOME 




IGO 



ERIC 

..V...... . ............... .... ... -..-.v.... . -■ .- ...... ....... ^...^-.^^^ 



161 



'•ROGRAM MACHINE SHOP 



DIVISION 0.3 
UNIT 05 

'termOb no. 



MACHINES 



PROJECTS 



16-039 



1.00 CONDITION 



) 
> 



01 
0 2 
03 
O^t 
05 



c 
c 
c 



1. 
1. 

1, 



UT 
08 
09 
10 



BLUEPR^INT OF A MACHINIST'S SQUARE 

REQUIRED STOCK 

POWERS HACK SAW 

POWER I BAND SAW 

DRILL-iPRESS 

Jj,0ySlXOMT.AJL^MlJJ^imJA^ t N E - 
TERTTCATT 



/OTC-rNG^WMTHTNl" 
GRINDER 



SURFACE 
FURNACe 

BASIC. MACHINIST'S 



TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A MACHINIST'S SQUARE AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



c 


) 


2. 


02 


SELECT STOCK 


c 


) 


2. 


03 


CUT STOCK 


c 


) 


2. 


0^ 


PLAIN MILL 


c 


) 


2. 


05 


SLOT MILL 


c 


> 


2. 


06 


FACE MILL 


c 


) 


2. 


07 


CENTER DRILL 


c 


) 


2. 


08 


DRILL 


c 


) 


2. 


09 


REAM 


c 


) 


2. 


10 


COUNTERSINK 


c 


) 


2. 


11 


HARDEN 


c 


) 


2. 


12 


ANGLE GRIND 


c 


) 


2. 


13 


SURFACE GRIND 



3.00 EXTENT 



ERIC 



GENERAL STATEMENT OF EXTENT AND EXTENT OF^ RESULTING OUTCOME 



C > 3.01 MACHINIST'S SQUARE IS 
EXPERT RATERS. TO BE 
- EACH OPERATION JUDGED 



C ) 

C ) 

C ) 

C ) 

C 5 



MADE TO APPROVAL OF BOARD OF 
COMPLETED WITHIN 15 HOURS WITH 
AS* SATISFACTORY OR UNSATI SPACTORY . 



C ) 3.02 CORRECT STOCK SELECTED 
C ) 3.03 1/8 INCH OVERSIZE 



3,0k 
3.05 
3.06 
3.07 
3.0.8 
3.0^ 



TO ± 
TO ± 
TO ± 
TO ± 
TO ± 
1(L 



.005 
.005 
.005 
.005 
.005 
>QQ5 



OR 
OR 
OR 
OR 
OR 



i/e^f 

1/64 



INCH 
INCH 
INCH 
INCH 
INCH 



AS 

AS 

AS 

AS 

AS 
AC, 



SPECIFIED 
SPECIFIED 
SPECIFIED 
SPECIFIED 
SPECIFIED 



IN 
IN 
IN 
IN 
IN 



BLUEPRINT 

BLUEPRINT 

BLUEPRINT 

BLUEPRINT 

BLUEPRINT 
at iiegp iLiy 



c y 



c 
c 
c 
c 
c 
c 
c 



> 



1.0 2 
1.03 

1.06 
1.07 

1.0 a 

1.09 
1. 10 



BUUEPR I NT OF ' A" MACH I N I S t ' S S QUARE 
REQUIRED STOCK 
POWER HACK SAW 
POWEft BAND SAW 
DRILb PRESS 

HORIZONTAL MILLING MACHINE 
VERTICAL MILLING -MACHINE 
SURFACE GRINDER 
FURNACE ) *' 

BASIC MACHINIST'S TOOtS CTABLE 



T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT 
C ) 2.01 MAKE A 



OF PERFORMANCE AND 
MACHINIST'S SOUARE 



EMPLOYING THE FOLLOWING OPERATIONS 



RESULTING OUTCOME ' , 
AS SPECIFIED IN BLUEPRINT 



C ) 2.02 SELECT STOCK 

C ) 2.03 CUT STOCK 

C > 2.04' PLAIN MILL 

C ) 2.05 SLOT HILL 

C ) 2.06 FACE MILL 

C ) 2.0 7 CENTER DRILL 



C ) 2.09 REAM 

C ) 2.10 COUNTERSINK 

C )' 2. 11 HARDEN ' 

C ) 2.12 ANGLE GRIND 

C ) 2.13 SURFACE GRIND 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



CD 3.01 MACHINIST'S SQUARE IS MADE TO APPROVAL OF BOARD OF 

EXPERT RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH 
EACH OPERATION JUDGED AS SAT I S FACTORY' OR UNSATISFACTORY. 



c 


) 


3.02 


c 


) 


3.03 


c 


) 


3.0tf 


c 


) 


3.05 


c 


) 


3.06 


c 


) 


3.07 


c 


) 


3.08 


c 


) 


3.09 


c 


) 


3.10 


c 


) 


3.11 


c 


) 


3.12 


c 


) 


3.13 



CORRECT STOCK SELECTED 



1/8 INCH 



TO 
TO 
TO 
TO 
TO 
TO 
TO 



.005 
.005 
.005 
.005 
.005 
.005 
.005 



OVERSIZE 
OR l/6tt 



OR 
OR 
OR 
OR 
OR 
Oft 



l/6tf 
l/6tf 
l/6tf 
1/64 
1/64 
1/64 



iNCjH 
INCH 
INCH 
INCH 
INCH 
INCH 
INCH 



AS 
AS 
AS 
AS 
AS 
AS 
AS 



SPECIFI 
SPECIFI 
SPECIFI 
SPECIFI 
SPECIFI 
SPECIFI 
SPECIFI 



ED 
ED 
ED 
ED 
ED 
ED 
ED 



IN 
IN 
IN 
IN 
IN 
IN 
IN 



BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 



HEATED TO CORRECT TEMPERATURE AND QUENCHED 
TO ± Qo 1' 

TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 



1G2 



ERIC 



T-106 



7/74 



MISOE NO. 



PROGRAM MACHINE SHOP DIVISION 03 MACHINES 

USOE CODE NO(S) ~ . 

- UNIT 05 PROJECTS 

' TERMOB NO. 16-039 



1,00 CXWDITION 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

6ENERAL STATEME^IT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



IG 



1IS0E NO. 



MACHINE SHOP 



DIVISION 03 MACHINES 
UNIT 05 • PROJECTS' 
TERMOB NO. 



16-0 40' 



1.00 CONDITION 



c y 

C ) 

C ) 

C > 

C ) 

C ) 



1.01 
1.02 
1.03 

1.0k 
1.05 
1.06 



-tr^ — tvor 



) 
) 



08 
09 
10 



1.11 



12 
15 



HEIGHT 

6 



GAUGE 



BLUEPRINT OF A 
REQUIRED STOCK 
POWER HACK SAW 
POWER BAND SAW 
DRILL PR^SS ^ 
LATHE - 

-HQ^ZO NTAL M I L L I N G-MACHTNE 

VERTICAL MILLING MACHINE 
SURFACE GRINDER 
CYLINDRICAL ^GRINDER • 
FURNACE • 

BASIC MACHINIST'S TOOLS (TABLE T-3) 
ENGRAVING MACHINE 



2.00 PERFORMANCE 



ERIC 



GENERAL STATEMENT OF PERFORMANCE AND -RESULTING OUTCOME 
C ) 2.01 MAKE A HEIGHT GAUGE AS SPECIFIED IN BLUEPRINT EMPLOYING 
THE FOLLOWING OPERATIONS: 



c 


> 


2.02 


.SELECT STOCK 


c 




2.0 3 


CUT STOCK 


c 




2.04 


PLAIN MILL 


c 


) 


2.05 


SLOT MILL 


c 


) 


2.06 


FACE MILL 


t 


) 


2.07 


FORM MILL 


c 


) 


2.08 


CENTER DRILL 


c 


) 


2.09 


DRILL 


c 


) 


2.10 


COUNTER BORE 


c 


) 


2.11 


REAM ^ 


c 


) 


2. 12 


TAP , 


c 


5 


2.13 


FACE OFF 


c 


) 


2.14 


KNURL 


c 


) 


2.15 


STRAIGHT TURN 


c 


) 


2. 16 


RECESS 


c 


) 


2.17 


THREAD 


c 


) 


2.18 


CUT OFF 


c 


) 


2. 19 


. ENGRAVE NUMBERS 


c 


) 


2.20 


HARDEN 


c 


) 


2*21 


TEMPER 


c 


) 


2.22 


SURFACE GRIND 


c 


> 


2.23 


LAP 


c 




2.24 


ASSEMBLE 
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MISOE NO,, 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) ~ 



J, 00 CONDITION 



Division 03* 
UNIT 05 
TERMOB NO. 




MACHINES 



PROJECTS 



16-OtfO 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



ERIC 



T 



MISOE NO, 



'ROSRAM MACHINE SHOP 



DIVISION 03 
UNIT 05 
TERMOB NO. 



MACHINES 



PROJECTS 



16-0 tfO 



3.0 0 -EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 HEIGHT GAUGE IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 10 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



3.02 
3.0 3 
3.^'f 

3.06 
3.07 
3.08 . 
3.09 
3. 10 
3. 11 
3.12 
3. 13 
3. 

3. 15 
3. 16 
3.17 
3.18 
3. 19 
3.20 
3.21 
3. 22 
3.23 
3. 2tf 



CORRECT STOCK SELECTED 
INCH OVERSIZE 
0 ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
TO ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
TO ± . 005 OR 1/6'f INCff AS SPECIFIED IN BLUEPRINT 
TO CONFORM TO R/^&tUS GAUGE 

TO ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
.005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
. 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
.005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 



TO ± 
TO ± 
TO ± 



TO ± 
TO ± 

TO ± .005 OR 1/64 INCH AS SPECIFIED 
FITS GO/NO-GO THREAD GAUGE X 
TO ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 

1/6 INCH ON LENGTH, PATTERN IS CL^AN AND SHARP 
.005 OR l/bh INCH AS SPECIFIED IN BLUEPRINT 
. 005 OR 1/6'f JNCH AS SPECIFIED IN BLUEPRINT 
FITS GO/NO-GO THREAD GAUGE 

TO ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
NUMBERS ARE LEGIBLE 

HEATED TO CORRECt TEMPERATURE AND QUENCHED 
HEATED TO CORRECT TEMPERATURE AND QUENCHED 
TO ±'. 0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 
TO ± . 0002 OR 1/100 INCH AS SPECIFI'ED IN BLUEPRINT 
ALL. PARTS FIT PROPERLY 



16G 



ERIC 



t 



MISOE NO. 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) 



DIVISION 03 
, UNIT - 05 
TERMOB NO. 



MACHINES 



PRQilEf.TS 



16-OtfO 



3.00 EXTENT - 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



lev 




ERIC 



A 

.- - - ^ 
liSOE NO. * : ... - 



/RO'^RAM MACHINE SHOP 0,^,5,0^ 03 MACHINES 

UNIT 05 PROJBC I S ' 
TERMOB NO. iS-Qttl " 



1.00 CONDITION 



c 


) 


1.01 


BLUEPRINT OF A SINE BAR 


c 


) 


1.02 


REQUIRED STOCK 


c 


) 


1.0 3 


POWER HACK SAW 


c 




1.0*+ 


POWER BAND SAW 


c 


) 


1.05 


DRILL PRESS 


c 


) 


1.06 


LATHE 


c 


) 


1.0 7 


HORIZONTAL MILLING MACHINE 


c 


) 


1.08 


VERTICAL MILLING MACHINE 


c 


) 


1.09 


SURFACE GRINDER 


c 


)• 


1.10 


FURNACE 


c 




1.11 


BASIC MACHINIST'S TOOLS (TABLE 




2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A SINE BAR AS SPECIFIED IN BLUEPRINT EMPLOYING 
THE FOLLOWING OPERATIONS: 



c 


) 


2.02 


SELECT STOCK 


c 


) 


2.03 


CUT STOCK 


c 


) 


2.0*+ 


PLAIN MILL 


c 


) 


2.05 


SLOT MILL 


c 


) 


2.06 


FACE MILL 


c 


) 


2.07 


FORM MILL 


c 


) 


2.08 


CENTER DRILL 


c 


> 


2.09 


DRILL 


c 


) 


2.10 


COUNTER BORE 


c 


) 


2.11 


COUNTERSINK 


c 


) 


2. 12 


TAP 


( 


') 


2. 13 


FACE OFF 


c 


) 


2.1k 


STRAIGHT TURN 


c 


) 


2.15 


RECESS 


c 


) 


2. 16 


CUT OFF 


c 


) 


2.17 


silRFACE GRIND 


( 


) 


2. 18 


HARDEN 


c 


) 


2.»19 


TEMPER 


c 


) 


2.20 


LAP 


c 


) 


2.21 


. ASSEMBLE 
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ERIC V ^ . • 



' MISOE NO. 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) 



1*00 CONDITION 



DIVISION 03 
UNIT 05 
TERMOB NO. 



MACHINES 



PROJECTS 



16-om 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND' RESULTING OUTCOME 



(: 



ERIC 



I 



MSOt NO, 



^ROGfUM 



MACHINE SHOP 



DIVISION 0 3 MACHINES 
UNIT 05 PROJECTS 

TERMOB NO. i 6-o'*l 



3.00 EXTENT 

1 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
Tl 3701 SINE BAR IS MADE TO APPROVAL OF BOARD OF EXPERT RATERS, 
TO BE COMPLETED WITHIN 25 HOURS WITH EAClf OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY. 





> 


3.02 


c 




3.03 


c 




3.04 


c 


) 


3.05 


c 




3.06 


c 


y. 


3.07 


c 


) 


3.08 


c 


) 


3.09 


c 


D 


3. 10 


c 


) 


3.11 


c 


) 


3. 12 


c 


) 


3 . 13 


c 


0 


3.1'+ 


c 


) 


3.15 


c 


) 


3.16 


c 


) 


3.17 


c 


) 


3. 18 


c 


) 


3.19 


c 


) 


3.20 


c 


) 


3.21 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 

TO ± .005 OR l/e^t INCH AS SPECIFIED IN 
.005 .OR l/e^t INCH AS SPECIFIED IN 
.005 OR 1/64 INCH AS SPECIFIED IN 
1/4° 

.005 OR 1/64 INCH AS SPECIFIED IN 
. 005 OR 1/64 INCH AS SPECIFIED IN 
.005 OR 1/64 INCH AS 
.005 OR 1/64 INCH 



TO 
TO 
TO 
TO 
TO 
TO 
TO 



± 
+ 

+ 
+ 




IFIED IN 
SPECIFIED IN 



FITS GO/NO-GO THREAD GAI 



TO ± .005 OR 1/64 INCH AS SPECIFIED IN 
TO ± .005 OR 1/64 INCH AS SPECIFIED IN 
TO ± .005 OR 1/64 INCH AS SPECIFIED IN 
TO t .005 OR 1/64 INCH AS SPECIFIED IN 
TO ± .0002 OR 1/100 INCH AS SPECIFIED 
HEATED TO CORRECT TEMPERATURE . 
HEATED TO CORRECT TEMPERATURE 
TO i .0002 OR 1/100 INCH AS SPECIFIED 
ALL PARTS FIT PROPERLY 



BLUEPRINT 
BLUEPRINT 
BLUEPRINT 

BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 

BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
.BLUEPRINT 
IN BLUEPRINT 



IN BLUEPRINT 



ERIC 



170 



MISOE NO. 



UNIT 05 PROJECTS 



TERMOB NO. le-ptfi 



3.00 EXTENT jjf 

.. GENERAL STATEMENT OF EXTENT AND EXTENT OF RESUL^TING OUTCOME 



ERIC 



i7l 



1IS0E NO. 



PROGRAM 



MACHINE SHOP 



DIVIShON 03 MACHINES 
UNIT 05 PROJECTS^ 

TERMOB NO. 



1.00 CONDITION 



1,01 
1.02 
1.03 
liO^t 



.05 
.06 
.07 
.08 
.09 
. 10 
.11 



PRESS 



1, 12 



BLUEPRINT OF AN EDGE FINDER 
REQUIRED STOCK 
POWER HACK SAW 
POWER BAND SAW 
DRILL 
LATHE 

horizontal milling machine 
verical milli-ng machine 
surface grinder 
cylindrical grinder 
Furnace 

basic machinist's tools ctable 



T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
("3 27oI MAKE AN EDGE RINDER AS. SPECIFIED IN BLUEPRINT fMPLOYlNG 
TJHE FOLLOWING operations: 



i 




2.02 


SELECT STOCK 


c 


) 


2.03 


CUT STOCK 


c 


) 


2.0^f 


SLOT MILL 


c 


) 


2.05 


CENTER DRILL 


c 


) 


2.06 


DRILL . 


c 


) 


2.07 


REAM 


c 


> 


2.08 


FACE OFF 


c 


) 


2.09 


STRAIGHT TURN 


c 


) 




RECESS 


c 


) 


2.11 


FORM 


c 


) 


2. 12 


CUT OFF 


c 


) 


2. 13 


HARDEN 


c 


) 


2.lh 


TEMPER ' 


c 




2. IS 


SURFACE GRIND 


c 




2.16 


STRAIGHT GRIND 


c 


> 


2.17 


LAP 


c 




2.18 


ASSEMB LE 
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ERIC 



MISOE m. 



PROQRAM MACHINE SHOP 

USOE CODE NO(S) "~ 



1.00 CONDITION 



DIVISION 03 

m\k 05 

I 

TERMOB NO. 



PROJECTS 



2»00 PERFORMANCE 

. GENERAL STATEMEMT OF PERFORMANCE AND RESULTING OUTCOME 



17; 



ERIC 



ISOE NO. 



'ROGRAM 



MACHINE SHOP 



DIVISION 03 
UNIT 05 
TERMOB NO. 



MACHINES 



PROJECTS 



16-0**2 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
"O 370X EDGE FINDER IS MADE TO APPROVAL OF BOARD OF EXPERT • RATE RS , 
TO BE COMPLETED WITHIN 10 HOURS WITH EACH OPERATION 
JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



3.02 
3.03 
S.O** 
3^05 
3.06 
3.07 
3*08 
3.09 
3.10 
3.11 
3.12 
3.13 
3. l^t 
3.15 
3.16 
3.17 
3*18 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 

TO ± .005 OR l/e^t INCH AS SPECIFIED IN BLUEPRINT 

OR 1/6't INCH AS SPECIFIED IN BLUEPRINT 

OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 

OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 

OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 

OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 

OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 



TO 
TO 
TO 
TO 
TO 
TO 
TO 
TO 



.0 05 
.005 
.005 
.005 
.005 
.005 
1/40 
.005 



HEATED TO 
HEATED TO 
TO ± .0002 
TO ± .0002 



OR 1/64 
CORRECT 
CORRECT 
OR 1/100 
OR 1/100 



TO ± .0002 OR 
ALL PARTS FIT 



1/100 INCH 
PROPERLY 



ED IN BLUEPRINT 
QUENCHED 
QUENCHED 
FIED IN BLUEPRINT 
FIED IN BLUEPRINT 
AS SPECIFIED IN BLUEPRINT 



INCH AS SPECIFI 
TEMPERATURE AND 
TEMPERATURE AND 
INCH AS SPEC I 
INCH AS SPECI 



174 



ERIC 



Misoe NO. 



PROGRAM MACHINE SHOP DIVISION 03 MACH1N€S^ 

USOE CODE NO(S) . ZHUZZ 
UNIT 05 PROJECTS 

■ TERMOB NO. l6-0tt2 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OP RESULTING OUTCOME 



r 



17 n 



USOE NO. 



17G 



'•fWGRAM MACHINE SHOP 




CONDITION 

1.02 
1.03 
l.Of 

i.as 

1.06 
1.07 
1.08 
1.Q9 



DIVISION 03 
UNIT 05 
TERMOB NO. 



MACHINES 



PROJECTS 



BLUEPRINT OF A DEPTH GAUGE 

REQUIRED STOCK 

POWER HACK SAW 

POWER BAND SAW 

DRILL PRESSs^ 

LATHE ^ 

SURFACE GRINDER 

FURNACE 

BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



O 2.01 MAKr A DEPTH GAUGE AS SPECIFIED 
THE FOLLOWING OPERATIONS : 



IN BLUEPRINT EMPLOYING 



2.02 SELECT STOCK 

2.03 CUT STOCK 
2.0*+ CENTER DRILL 

2.05 DRILL 

2.06 COUNTER BORE 

2.07 REAM 

2.08 TAP • 

2.09 FACE OFF 

2.10 STRAIGHT TURN 
2.11' KNURL 

2.12 TAPER TURN 

2.13 CHAMFER . 
2. Ik THREAD 

2.15 HARDEN* 

2.16 SURFACE GRIND 



3.00 EXTENT 



GENERAL 
1 



STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



3.01 DEPTH GAUGE IS MADE TO APPROVAL OF BO^RD OF EXPERT 
♦RATERS. TO BE COMPLETED WITHIN 2a ROURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY, 



ERIC 



C ) 3.02 CORRECT STOCK SELECTED 

C ) 3.03 1/8 INCH OVERSIZE 

C > 3.0^» TO i . 005 OR 1/64 INCH < AS SPECIFIED IN BLUEPRINT 

C ) 3.05 TO 4 .005 OR 1/6*+ INCH AS SPECIFIED IN BLUEPRINT 

f V 'S-Qfi ± .nnS QR t/fii* TKir.H A«; gPPr.TFTFn TKl RtUFPPTKlT 



'Trffl' BtUEPRrNT^F A DEPTH GAUGE 

1.02 REQUIRED STOCK 

1.03 POWER HACK SAW 
l.Otf POWER BAND SAW 
1.05 DRILL PRESSs. 
1 >06 LATHE _1 



1.07 SURFACE GRINDER 
1.0 8 FURNACE 

1.09 BASIC MACHINIST'S TOOLS CTABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT 
TTOI MAKE A 



OF PERFORMANCE AND RESULTING OUTCOME 

DEPTH GAUGE AS SPECIFIED IN BLUEPRINT EMPLOYING 



THE FOLLOWING OPERATIONS 



c 


!) 


2.02 


c 


) 


2.03 


c 


) 


2.0'f 


c 


) 


2.05 


c 


) 


2.06 


c 


) 


2.07 


c 


) 


2.08 


c 


> 


2.09 


c 


) 


2.10 


c 


) 


2.11 


c 


) 


2.12 




> 


2.13 


c 


) 


2. l^t 


c 


) 


2.15 


c 


) 


2. 16 




i 





SELECT STOCK 
CUT STOCK 
CENTER DRIlI 
DRILL 

COUNTER b6rE 

REAM 

TAP 

FACE OFF 
STRAIGHT TURN 
KNURL 

TAPER TURN 
CHAMFER 
THREAD 
HARDEN 

SURFACE GRIND 



--"i 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
"O JTOl DEPTH GAUGE IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 20 HOURS WITH EACH 
OPERATION JUDGED AS .SATISFACTORr OR UNSATISFACTORY. 



<: 


!) 


3.02 


c 


) 


3.03 


c 


) 


3.0tf 


c 


) 


3.05 


c 


) 


3.06 


c 


> 


3*.0 7 


c 




3.08 


c 


) 


3.09 


c 


) 


3. 10 


c 


) 


3.11 


c 


) , 


3. 12 


c 


> 


3.13 


c 


) 


3:1^ 


c 


) 


3. 15 


c 




3.16 



CORRECT STOCK SELECTED 
1/8 ^NCH OVERSIZE 



005 
005 
005 
0 05 



OR 
OR 
OR 
OR 



1/6 tf 

i/e^f 

l/6tf 



INCH 
INCH 
INCH 
INCH 



AS 
AS 
AS 
AS 



SPECIFI 
SPECIFI 
SPECIFI 
SPECIFI 



TO i 
TO i 
TO t 
TO ± 

FITS GO/NO-GO THREAD GAUGE 
TO t 
TO ± 
TO ± 
TO ± 
TO ± 

FITS GO/NO-GO THREAD GAUGE 
HEATED TO CORRECT TEMPERATURE AND 
TO i .0002 OR 1/100 INCH AS SPECI 



.005 
.005 
l/6tf 
.005 
.005 



OR l/6tf 
OR 1/64 
INCH ON 
OR l/6tf 
OR 1/6^+ 



INCH AS 
INCH AS 
LENGTH^ 
INCH AS 
INCH AS 



SPECIFI 
SPECIFI 
PATTERN 
SPECIFI" 
SPECIFI 



ED IN BLUEPRINT 
EO IN BLUEPRINT 
ED IN BLUEPRINT 
ED IN BLUEPRINT 

ED IN BLUEPRINT 
ED IN BLUEPRINT 

IS CLEAN AND SHARP 
ED IN BLUEPRINT 
ED IN BLUEPRINT 

QUENCHED - " 

FIED IN BLUEPRINT 



ERIC 



17T 
T-120 



7/7k 



Misoe NO. 



J 



fl^Sfilc un/c. HACHINE. SHOP 
USOE CODE NO<S) 



DIVISION 03 
UNIT 05 
TERMOB NO. 



MACHINES 



1.00 CXWOITION 



\2.00 PERFORMANCE >^ , 

GENERAL STATEMENT Of' PERFORMANCE AND RESULTING OUTCOME 



3,00 EXTENT 

GENERAL STATEMENT OP EXTENT AND KXTENT OF [RESULT INfi OUTCOME: 

ERIC 



/iSOE NO. 



179 



PROGRAM 



MACHINE SHOl* 



DIVISION 03 
UNIT 05 
TERMOB NO. 



MACHINES 



PROJECTS 



1.00 



CONDITION 


c 


> 


1.01 




> 


1.02 


c 


> 


1. 03 


c 


) 


1. 04 


c 


) 


1 .05 


c 


) 


1.06 


c 




1.07 


c 




1 .08 


c 


) 


1.09 



BLUEPRINT OF A "V" BLOCK 
REQUIRED STOCK- 
POWER HACK SaW* 
POWER BAND SAW 
HORIZONTAL MILLING MACHINE 
VERTICAL MILLING MACHINE 
SURFACE GRINDER . 
FURNACE 

BASIC MACHINIST'S TOOLS CTABLE T-3) 



( 

I 

I 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
( ) 2.01 MAKE A "V" BLOCK AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWlNGvOPERATIONS : 



c 


) 


2. 


02 


SELECT STOCK 


c 


) 


2, 


03 


CUT STOCK 


c 


) 


2. 


04 


FACE MILL 


c 


) 


2. 


05 


SLOT M4>LL 


c 


) 


2 . 


06 


ANGLE MILL 


c 


) 


2. 


07 


CENTER DRILL 


c 


) . 


2. 


08 


DRILL 


c 


) 


2. 


09 


•^TAP 


( 


) 


2. 


10 


HARDEN 


c 


) 


2. 


11 


, TEMPER 


c 


) 


2. 


12 


SURFACE GRIND 



3.00 EXTENT 



ERIC 



GENERAL STATEMENT OF^ EXTENT AND EXTENT OF RESULTING OUTCOME 
JToT "V" BLOCK IS MADE TO APPROVAL OF BOARD OF tXPERT 

RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH EACH 
' OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



C ) 3.02 CORRECT STOCK SELECTED 

C ) 3.03 1/8 INCH OVERSIZE 

C ) 3.04 TO ± .005 OR 1/64 LNCH AS SPECIFIED IN BLUEPRINT 

C) 3.05 TO ± . 005 OR 1/64 INCH AS SPECIFIED IN BLUEPRINT 

C ) 3. 06 ^TO ± . 005 OR 1/64 INCH AS SPECJFIED IN BLUEPRINT 

C ) 3-07 TO ± .005 OR 1764 INCH AS SPECIFIED IN BLUEPRINT 

( ) 3.08 TO ± . 005 OR 1/64 INCH AS SPECIFIED IN -BLUEPRINT 

C ) 3.09 FITS GO/NO-GO* THREAD. GAUGE 

C 3.1Q HEATED TQ. CORRECT TEMPERATURE AND QUENCHED 



1.02 REQUIRED STOCK 

1.0 3 POWER HACK SAW 

1.0«+ POWER BAND SAW 

1.05 HORIZONTAL MILLING MACHINE- 

1.06 VERTICAL MILLING MACHINE. 

1.07 SURFACE GRINDER 4 

1.08 \ FURNACE 

1.09 'basic MACHINIST'S TOOLS (TABLE T-3) 




2.00 PERFORMANCE 




GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A "V" BLOCK AS SPECIFIED IN* BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



3.00 



( 


) 


2. 


02 


SELECT STOCK 


c 


) 


2 . 


03 


CUT STOCK 


c 


) 


2. 


04 


FACE MILL 


c 


) 


2. 


05 


SLOT MILL 


c 


> 


2. 


06 


ANGLE MILL 


c 


) 


2. 


07 


CENTER DRILL 


c 


) . 


2 . 


08 


DRILL 


c 


) 


2. 


09 


TAP 


c 


) 


^. 


IQ 


HARDEN 


( 


) 


2. 


11 


TEMPER 


( 


) 


2. 


12 


SURFACE GRIND 



EXTENT 




GENERAL STATEMENT OF EXTENT ANP EXTENT OF RESULTING OUTCOME 



3.01 "V" BLOCK IS MADE TO APPROVAL OF BOARD OF EXP.ERT 

RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH EA.CH 
OPERATION JUDGED AS SATISFACTORY Ok UNSATISFACTORY.* 



3.02 
3.03 
3.04 
3.05 
3.06 
3.07 
3.08 
3.09 
3. 10 
3. 11 
3. 12 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 



005 
005 
005 
005 
005 



OR 
OR 
OR 
*0R 
OR 



1/64 
1/64 
1/64 
1/64 
1/64 



INCH 
INCH 
INCH 
INCH 
•INCH 



AS 
AS 
AS 
AS 
AS 



TO ± 
TO ± 
TO ± 
TO t 
TO ± 

FITS GO/NO-GO THREAD GAUGE 

HEATED TO CORRECT TEMPERATURE AND QUENCHED 
HEATED TO CORRECT TEMPERATURE AND QUENCHED 
TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 



SPECIFIED 
SPECIFIED 
SPECIFIED 
SPECIFIED 
SPECIFIED 



IN 
IN 
IN 
IN 
IN 



BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
BLUEPRINT 
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ERJC 



T*122 



PROGRAM MACHINE SHOP DIVISION 03 MACHINES 
USOE CODE NOjCS) ~~~ — 



UNIT 05 PROJECTS 



TERMOB NO. "TT^oW 



UOO CONDITION 



2.00 PERFORMANCE 

GENERAL SlAtEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



o " 181 

ERIC 



•tISOE NO, 



'^'iOAM MACHINE SHOP 



182 



DIVISION 05 MACHINES 
UNIT 05 PROJbClb" 
TERMOB tJo. 



l6-0tf5 



1*. 00 CONDITION 



1.01 
•1'.0 2 
1.03 
1.0*+ 
K05 
1.06 
1.07 
1,08 
1.09 
1.10 
1. 11 



BLUEPRINT OF A MILLING CUTTER 

REQUIRED STOCK 

POWER HACK SAW 

POWER BAND SAW 

DRILL PRESS 

LATHE 

VERTICAL MILLING MACHINE 

SURFACE GRINDER 

TOOL AND CUTTER GRINDER 

FURNACE 

BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.0 0 PERFORMANCE 



GENERAL STATEMENT 
n 2701 MAKE A 



OF PERFORMANCE AND RESULTING OUTCOME 

MI LLING CUTTER AS SPECIFIED IN BLUEPRINT 

EMPLOYING THE FOLLOWING OPERATIONS-: 



2.02 SE.LECT STOCK 

2.03 CUT STOCK 
2:0*+ SLOT MILL 

2.05 FORM MILL 

2.06 DRILL 

2.07 BORE 

2.08 COUNTER SINK 

2.09 STRAIGHT TURN 

2.10 FACE OFF 

2.11 HARDEN 

2.12 TEMPER 

2. 13 STRAIGHT GRIND 
2. l^f SURFACE GRIND 



3.00 EXTENT 



ERIC 



GENERAL 



STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



3.01 



MILLING CUTTER 
RATERS. TO BE 
OPERATION 




ADE TO APPROVAL OF BOARD OF EXPERT 
LETED WITHIN 15 HOURS WITH EACH 
AS SATISFACTORY OR UNSATISFACTORY. 



3.02 CORRECT .5J:©OC SELECTED 

3.03 1/8 INCH OVERSIZE 
3.0*+ TO ± .005 OR l/e^f INCH 
3.05 TO ± 

^-nfi. TQ ± nnK na i/fiu r^tM. 



AS SPECIFIED IN BLUEPRINT 



r 
V 


J 




KuQU 1 KcD b IULn 


c 




1 » 03 


POWER HACK SAW 


f 


J 


1 .Oh 


POWER BAND SAW 


c 




1 AC 

1^ 0 5 


DRILU PRESS 




) 


1 • 0 6 


LATHE >-s^ 


c 


J 


1 •0 7 


VERTICAL MILLING MACWINB 
SURFACE GRINDER 


c 




i AO 

1 • 08 


c 


N 

J 


i A A 

1*09 


TOOL AND CUTTER GRINDER 


f 

K 


) 


i i A 

1.10 


FURNACE 


f 




1*11 


Q Ac T M A/*U T ki t it T t C TAAI C T A D 1 C 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
n 2701 MAKE A MILLING CUTTER AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



2.02 SELECT STOCK 

2.03 CUT STOCK 
2.0% SLOT MILL - 

2.05 FORM MILL 

2.06 DRILL 

2.07 BORE 

2.08 COUNTER SINK 

2.09 STRAIGHT .TURN 

2.10 FACE OFF * 

2.11 HARDEN 

2.12 TEMPER 

2.13 STRAIGHT GRIND 
2. \h SURFACE GRIND 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
"O STol MILLING CUTTER IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPL€TED WITHIN 15 HOURS WITH EACH 
'OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



02 
03 
O^t 
05 
06 
07 
08 
09 
10 
11 
12 
13 



3. \h 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 

TO ± .005 OR 1/6^1 INCH AS* SPECIFIED IN BLUEPRINT 
TO ± l/it° \ 

TO ± .005 OR 1/6^1 INCH AS Sf>ECIFlED IN BLUEPRINT 
TO ± . 005 OR 1/6^1 INCH AS SPECIFIED IN BLUEPRINT 
TO ± . 005 OR 1/6^1 INCH AS SPECIFIED IN BLUEPRINT 
TO ± .005 OR 1/6^1 INCH AS SPECIFIED IN BLUEPRINT 
TO ± .005 OR ll^h INCH AS SPECIFIED IN BLUEPRINT 
HEATED TO CORRECT TEMPERATURE AND QUENCHED 
HEATED TO CORRECT TEMPERATURE AND QUENCHED , 
TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 
TO t .0002 OR 1/100 INCH, AS SPECIFIED IN BLUEPRINT 
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ERIC 



T-124 



Misoe NO. 



PROGRAM MACHINE SHOP DIVISION 03 MACHINES 

USOE CODE NO(S) . . 

, . UNIT 05 PROJECTS 

. " ^ TERMOB NO. 16-0tf5 



1.00 CXDNOITIOI^ 



2.00 PERFORMANCE 

GENERAL STATEMENT OP PERFORMANCE AND RESULTING OUTCOME 




3.00 EXTENT 

_ GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

ERIC ' 184 



■^ISOC NO. 



■•ROGRAM MACHINE SHOP 



Olv^slo^4 03 
umr 05 

TERMOB NO. 



MACHINES 



PROJECTS 



16-046 



1.00 CONDITION 



1.01 
1.02 
1.03 
l.Otf 
1.05 
1.06 
1.07 
1.08 
1.09 
1. 10 
1.11 



BLUEPRINT OF A TAP WRENCH 
REQUIRED STOCK 
POWER HACK SAW 
POWER BAND SAW 

DRILL PRESS ^ 
LATHE 

HORIZONTAL MILLING MACHINE 
VERTICAL MILLING MACHINE 
SURFACE .GRINDER 
FURNACE' 

BASIC MACHINIST'S TOOLS CTABLE T'-3) 



1 

) 



2.0 0 PERFORMANCE - 



ERIC 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C~5 27oi MAKE A TAP WRENCH AS SPECIFIED IN BLUEPRINT EMPLOYING 
THE FOLLOWING OPERATIONS: 



c )^ 


2.02 


SELECT STOCK 


C ) 


2.03 


CUT STOCK 


c y 


2. 0*f 


SLOf MILL 


c ) 


2.05 


FACE MILL 


11' 


2. 06 


FORM MILL 


2.07 


CENTER DRILL 


C ) 


2.08 


DRILL 


C ) 


2.09 


REAM 


C ) 


2.10 


COUNTERSINK 


C ) 


2.11 


TAP 


CO 


2.12 


FACE OFF 


C ) 


2.13 


STRAIGHT TURN 


C ) 


2.1k' 


KNURL 


C 


2.15 


TAPER TURN 


C ) 


2.16 


THREAD 


2.17 


FORM 


C ) 


2.. 18 


CUT OFF 


C ) 


2.19 


SURFACE GRIND 


C ) 


2.20 


HARDEN 


C ) 


2.21 


ASSEMBLE 



181) 



MISOE NO. 



ISS^nKr MA/e. .MACHINE SHftP. 
USOE CODE NO(S) 



UOO CONDITION 



DIVISION 
UNIT 

TERMOB NO. 



03 
05 



MACHINE?; 



PRQ^JFf.Tc; 



2.00 PERFORMANCE 



i 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



186 



ERIC' 



MACHINE SHOP 



DIVISION 03 MACHINES 
UNIT 05 PROJECTS 

TERMOB NO. 



16-0H6 



3vOO EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 TAP WRENCH IS MADE TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 15 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



T 



3.02 
3.03 

C > ^05 
C ) 3/06 
' .07 
08 
09 

C ) 3.10 



K. J il. 

C ) /. 

C > /3. 

C ) j3. 



> 

) 
) 
) 
) 
) 
) 
) 
) 



3.11 
3. 12 
3. 13 
3. 

3.15 
3. 16 
3. 17 
3.18 
3.19 
3.20 
3.21 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE / 

TO ± . 005 OR l/e^f INCH AS S'PECIf^lED IN BLUEPRINT 
TO ± .005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
TO ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
TO ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
TO t . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
TO ± . 005 OR tJJ^h INCH AS SPECIFIED IN BLUEPRINT 
TO i . 005 OR l/Stf INCH AS SPECIFIED IN BLUEPRINT 
FITS GO/NO-GO THREAD GAUGE 

TO ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
TO t .005 OR l/Sh INCH AS SPECIFIED IN BLUEPRINT 
TO t 1/6 tf ON LENGTH^ PATTERN IS CLEAN AND SHARP 
TO ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
FITS GO/NO-GO THREAD GAUGE 
TO ± l/tfo 

TO ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 
TO '± .001 

HEATED TO CORRECT TEMPERATURE AND QUENCHED 
ALL PARTS FIT PROPERLY 



187 



MISGE NO. 



PROGRAM . MACHINE SHOP 

USOE CODE KK)(S) ~" 



DIVISION 03 M^s^CMiUPc, 

UNifj 05 projects" 

TERMOB NO. " 



16-046 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



i e 



IISOE NO. 



W'^'^AM MACHINE SHOP DIVISION 0 3 



MACHINES 



UNIT 05 PROdECTS 



TERMOB NO. li^Okl 



1.0 0 CONDITION 

C ) 1.01 BLOEPRINT OF PRECISION TOOL MAKER»S VISE 

C ) 1.02 REQUIRED STOCK 

C ) 1.03 POWER HACK SAW 

C ) 1.0^ POWER BAND SAW 

C ) 1.05 DRILL PRESS 

C ) 1.06 LATHE 

C ) 1.07 HORIZONTAL MILLING MACHINE 

C ) 1.0 8 VERTICAL MILLING MACHINE 

C ) 1.09 SURFACE GRINDER 

C ) 1.10 CYLINDRICAL GRINDER 

■ C ) 1.11 FURNACE 

C ) 1.12 BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 MAKE A PRECISION TOOL MAKER'S VISE AS SPECIFIED IN 
BLUEPRINT EMPLOYING THE FOLLOWING OPERATIONS: 



< 


) 


2. 


02 


SELECT STOCK 


c 


) 


2. 


03 


CUT STOCK 


c 


) 


2. 


0*+ 


FACE OFF . 


c 


) 


2. 


05 


CENTER DRILL 


c 


) 


2. 


06 


STRAIGHT TURN 


c 


) 


2. 


07 


CHAMFER 


c 


) 


2. 


08 


RECESS 


c 


) 


2. 


09 


THREAD 


c 


) 


2. 


10 


PLAIN MILL 


c 


) 


2. 


11 


FACE MILL 


c 


) 


2. 


12 


SLOT MILL 


c 


) 


2. 


13 


ANGLE MILL 


c 


) 


2.1^* 


DRILL 


c 


) 


?• 


15 


REAM 


c 


) 


2. 


16 


COUNTERSINK 


c 


) 


2. 


17 


TAP 


c 


) 


2. 


18 


HARDEN 


c 


) 


2. 


19 


TEMPER 


e 


) 


2. 


20 


SURFACE GRIND 


< 


) 


2. 


22 


ANGLE GRIND 


c 


) 


2; 


23 


LAP 


c 


) 


2. 


2k 


ASSEMBLE 



o ^^^^ 

ERIC 



MISOE NO. 



PROGRAM' MACHINE SHOP 

USOE CODE NO(S) 



1,00 CONDITION 



OIVIStON 
WIT 

TEHMO'B NO. 



03 
05 



MAr.HTNFS 



PROJECTS 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



i 

r - 190 



ERIC 



,,jv.wft-<..»i ■^A..<,-.^..<i..; 



.■.it.>;....-^A.«i^. 



« 



'Am NO. 



MACHINE SHOP 



DtVISION 03 
UNIT ^05 
TERMOB NO. 



MACHINES 



PROJECTS 



3.00 EXTENT 



GEKflRAL STATEMENT OF EXTENT AND EXTENT OF RESULTING»N)UTCOME 
C ) ' 3.01 PRECISION TOOL MAKER^S VISE IS MADE TO APPROVAL OF 
BOARD OF EXPERT RATERS. TO BE COMPLETED^^ITMIN 30 
HOURS WITH EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY. 



c ) 
C ) 

C ) 

C ) 
C ) 
CO 
C ) 



) 

X 

) 
) 
) 
) 
) 
) 
) 
) 
) 
) 
) 



3.02 
3.03 
3.04 
3.05 
3.06 
3.07 
3.08 
3.09 
3. 10 
3.11 
3. 12 
3.13 
3.14 
3.15 
3.16 
3.17 
3. 18 
3.19 
3.20 
3.21 
3.22 
3.23 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 



TO ± 



1/64 


INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT. 


1/64 


INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


1/64 


INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


1/64 


INCH 


AS 


SPECIFIED, 




BLUEPRINT 


1/64 


INCH 


AS 


sPEerrHTD 




BLUEPRINT- 


THREAD GAUGE 








1/64 


INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


1/64 


INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


1/64 


INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


1/64 


INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


1/64 


INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 


1/64 


INCH 


AS 


SPECIFIED 


IN 


BLUEPRINT 



TO ± .005 C 
TO ± .005 C 
TO ± .005 C 
TO ± l/4<' 
TO ± .005 C 
TO t .005 C 
TO ± .005 C 
FITS GO/NO-GO THREAD GAUGE 

HEATED TO CORRECT TEMPERATURE AND QUENCHED 
HEATED TO CORRECT TEMPERATURE AND QUENCHED 
TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 
TO ± 0° 5' 

TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 
ALL PARTS FIT PROPERLY • 



ERIC 



Misoe NO, 



PROGRAM • MACHIME SHOP 
USOE CODE NO(S) — * 



DIVISION 03 MACHINES 
UNIT nr. ^ 



TERMOB NO. 



1{?-0H7 



3.00 EXTENT . 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



192 



•nSOE NO. 



'ROGRAM 



MACHINE SHOP 



DIVISION 03 MACHINES 



1.00 CONDITION 



1.01 
1.02 
1.03 
1. Otf 
1. 05 
1.06 
1.07 
1 .0 8 
1.09 
1. 10 
1. 11 
1. 12 



UNIT 05 PROJECTS 
TERMOB NO. 16-0if8 



BLUEPRINT OF ^.SINE PLATE 
REQUIRED STOCK*,. 
POWER HACK SAW V^^ 
POWER BAND SAW 
DRILL PRESS 
LATHE 

HORIZONTAL MI LLiWi ^MACH I NE 
VERTICAL MILLING ,M#CHINE 



SURFACE GRINDER 



CYLINDRICAL GRIND^t 
FURNACE 

BASIC MACHINIST'S fpLS CTABLE T-3) 



2.00 PERFORMANCE 



ERIC 



GENERAL STATEMENT OF PERFORMANCElfjKND RESULTING OUTCOME 
("3 2751 MAKE A SINE PLATE AS ffiECIFIED IN BLUEPRINT EMPLOYING 
THE FOLLOWING OPE RAT I (MS r 







2. 


02 


SELECT STOCK 


c 


> 


2. 


03 


CUT STOCK 


c 


) 


2. 


Ok 


PLAIN MILL 


c 


) 


2. 


05 


S,LOT MILL 


c 


) 


2. 


06 


FACE MILL 


c 


) 


2. 


07 


FORM MILL 


c 


) 


2. 


08 


CENTER DRILL 


c 


) 


2. 


09 


DRILL 


c 


) 


2. 


10 


COUNTER. BORE 


c 


) 


2. 


11 


REAM 


c 


) 


2. 


12 


COUNTERSINK 


c 


) 


2. 


13 


TAP 


c 


) 


2. 


Itf 


FACE OFF 


c 


) 


2. 


15 


STRAIGHT TURN 


c 


) 


2. 


16 


RECESS 


c 


) 


2. 


17 


CUT OFF 


c 


) 


2. 


18 


SURFACE GRIND 


c 


) 


2. 


19 


ANGLE GRIND 


c 


) 


2. 


20 


HARDEN 


c 


) 


2. 


21 


TEMPER 


c 


) 


• 2. 


22 


LAP 



'J 
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Misoe m. 



PROGRAM MACHItJE SHOP OJViSlON 03 MACHI NES 

USOE CODE NO(S) "~ — 

& I — . , 

. -UNIT 0 5 PROJECTS 

" TERMOB'NO. 16-04-8 



1.00 CONDITION 



2.0 0 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
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ERIC 



MISOE NO. 



PROGRAM 



MACHINE SHOP 



DIVISION 03 MACHINES 
UNIT 05 PROJECTS 

TERMOB NO. li-Ok^ 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
"O 3TOI SINE PLATE IS MADE TO APPROVAL OF BOARD 'OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 30 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



c 




3. 


02 


CORRECT STOCK SELECTED 






c 


) 


3. 


03 


1/8 


INCH OVERSIZE 






SPECIFIED IN BLUEPRINT 


c 


) 


3. 


Ok 


oTO ± 


. 005 OR 1/6** 


INCH 


AS 


c 


) 


3. 


05 


TO ± 


. 005 OR l/6tf 


INCH 


AS 


SPECIFIED IN BLUEPRINT 


c 


> 


3. 


06 


TO ± 


.005 Ok 1/Sk 


INCH 


AS 


SPECIFIED IN BLUEPRINT 


c 


) 


3. 


07 


TO ± 


l/tf° 








c 


) 


3. 


08 


TO ± 


.005 OR 1/6^* 


INCH 


AS 


SPECIFIED IN BLUEPRINT 


c 


) 


3. 


09 


TO ± 


. 005 OR 1/6^* 


INCH 


AS 


SPECIFIE^D IN BLUEPRINT 


c 


> 


3. 


10 


TO ± 


.005 OR 1/6^* 


INCH 


AS 


SPECIFIED IN, BLUEPRINT 


c 


) 


3. 


11 


TO ± 


. 005 OR 1/6^* 


INCH 


AS 


SPECIFIED IN BLUEPRINT 


c 


) 


3. 


12 


TO ± 


.005 OR 1/6^* 


INCH 


AS 


SPECIFIED IN BLUEPRINT 


c 


) 


■ 3. 


13 


FITS 


GO/NO-GO THREAD GAUGE 




) 


3." 


Itf 


TO ± 


. 005 OR 1/6^* 


INCH 


AS 


SPECIFIED IN BLUEPRINT 


c 


) 


3. 


15 


TO ± 


. 005 OR l/6tf 


INCH 


AS 


SPECIFIED IN BLUEPRINT 


c 


) 


3. 


16 


TO ± 


.005 OR 1/6^* 


INCH 


AS 


SPECIFIED IN BLUEPRINT 


c 


) 


3. 


17 


TO ± 


.005 OR 1/6^* 


INCH 


AS 


SPECIFIED IN BLUEPRINT 


c 


) 


3. 


18 


TO ± 


.0002 OR l/lOO INCH 


AS SPECIFIED IN BLUEPRINT 


c 


) 


3. 


19 


TO ± 


0°* 1' 








c 


) 


3. 


20 


HEATED TO CORRECT 


TEMPERATURE AND QUENCHED 


c 


) 


3. 


21 


HEATED TO CORRECT 


TEMPERATURE AND QUENCHED • 


< 


) 


3. 


22 


TO ± 


.0002 OR 1/100 INCH 


AS Specified in blueprint 





MISOE NO. 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) " 



DIVISION 03 MACHINES 
UNIT 05 P^C>.\^c.l9, 

TERMOB NO. - IS-O^fS 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



jlSOE NO. 



'POnWAM MACHINE SHOP DIVISION 03 MACHINES 



UNIT ' 05 PROJtCTB 



TERMOB NO. lb-0'4g' 



CONDITION 




c 


) 


1.01 


BLUEPRINT OF BENCH VISE 


c 


) 


1.02 


REQUIRED STOCK 


c 


) 


1.03 


POWER HACK SAW > » 


c 


) 


1. 04 


POWER BAND SAW^' 


c 


) 


1.05 


DRILL PRESS 


c 


) 


1. 06 


LATHE 


c 


) 


1.07 


HORIZONTAL MILLING MACHINE 


c 


) 


1.08 


VERTICAL MILLING MACHINE 


c 


) 


1.09 


SURFACE GRINDER 


c 


) 


1. 10 


CYLINDRICAL GRINDER 


c 


) 


1. 11 


FURNACE 


c 


) 


1. 12 


BASIC MACHINIST'S TOOLS CTABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



c 




2.01 


MAKE A BENCH VISE AS SPEICIFED 








THE FOLLOWING 


OPERATIONS : 


c 


) 


2. 02 


SELECT STOCK 




c 


) 


2.03 


CUT STOCK 




c 


) 


2.04 


FACE OFF 


c 


) 


2. 05 


CENTER DRILL 




c 


) 


2.06 


STRAIGHT TURN 




c 


) 


2. 07 


RECESS 




c 


) 


2.08 


CHAMFER 




c 


) 


2.0 9 


THREAD 




c 


) 


2. 10 


FORM 




c 


) 


2.11 


FACE MILL 




c 


) 


2. 12 


PLAIN MILL 




c 


) 


2.13 


SLOT MILL 




c 


•> 


2. 14 


FORM MILL 




c 


) 


2. 15 


DRILL 




c 


) 


2. 16 


BORE 




c 


) 


2. 17 


COUNTER BORE 




c 


) 


2. 18 


REAM - 




c 


) 


2.19 


COUNTERSINK 




( 


) 


2.20 


TAP 




c 


) 


2.21 


HARDEN 




c 


) 


2.22 


TEMPER 




c 


) 


2.23 


SURFACE GRIND 




c 


) 


2.24 


ASSEMBLE 





IN BLUEPRINT EMPLOYING 



ERIC 



19T 



"^■-^■^^ ^ ...^..u^.^ ui^ 



MISOE NO. 



PROGRAM MACHirJE SHOP 

USOE CODE NO(Si ~" 



1.00 CONDITION 



DIVISION 
UNIT 

TERMOB NO. 



05 
05 



MACHINES 



PROJECTS 



le-o^fg 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



19o 



ERIC 



PROGRAM 



MACHINE SHOP 



DIVISION 03 
UNIT 05 
TERMOB NO. 



MACHINES 



PROJECtB 



16-049 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXT^T OF RESULTING OUTCOME ■ 
C ) 3.01 BENCH VISE IS MADE TO APPROVAL OF BOARD OF EXPERT RATERS. 
TO BE COMPLETED WITHIN 22 HOURS WITH EACH OPERATION 
JUDGED AS"SATISFACTORY OR UNSATISFACTORY. 



c 


) 


3. 


02 


c 


) 


3. 


03 


c 


) 


3. 


0»t 


c 


) 


3. 


05 


c 


) 


3. 


06 


c 


) 


3. 


07 


c 


) 


3. 


08 


c 


) 


3. 


09 


c 


) 


3. 


10 


c 


) 


3. 


11 


c 


) 


3. 


12 


c 


) 


3. 


13 


c 


) 


3. 


\^ 


c 


) 


3. 


15 


c 


) 


3. 


16 


c 


) 


3. 


17 


c 


) 


3. 


1^ 


c 


) 


3. 


y'e 


c 


) 


3. 


20 


c 


) 


3. 


21 


c 


) 


3. 


22 


c 


) 


3. 


23 


c 


) 


3. 


1^ 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 

TO ± . 005 OR l/e^f INCH AS SPECIFIED IN BLUEPRINT 

TO ± . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 

TO ± . 005 OR l/6tf INCH AS SPECIFIED IN BLUEPRINT 

TO ± .005 OR 1/6 if INCH AS SPECIFIED IN BLUEPRINT 

TO ± . 005 OR 1/6*1 INCH AS SPECIFIED IN BLUEPRINT 
FiTS GO/NO-GO THREAD GAUGE 
TO ± l/tfo 

TO ± . 005 OR 1/6*1 INCH AS SPECIFIED IN BLUEPRINT 

TO ± . 005 OR 1/6*+ INCH AS SPECIFIED IN BLUEPRINT 

TO ± . 005 OR l/e^f INCH AS SPECIFIED IN BLUEPRINT 
TO ± l/tfo 

TO ± . 005 OR 1/6*1 INCH AS SPECIFIED IN BLUEPRINT 

TO t . 005 OR 1/6'f INCH AS SPECIFIED IN BLUEPRINT 

TO t . 005 OR l/e^f INCH AS SPECIFIED IN BLUEPRINT 

tO_i .005 OR l/6tf INCH AS SPECIFIED IN BLUEPRINT 

TO ±U005 OR l/6tf INCH AS SPECIFIED IN BLUEPRINT 
FITS GO/NO-GO THREAD GAUGE 

HEATED TO CORRECT TEMPE.RATURE AND QUENCHED 
HEATED TO CORRECT TEMPERATURE AND QUENCHED 
TO ± .0002 OR 1/100 INCH AS SPECIFIED IN BLUEPRINT 
ALL PARTS FIT PJIOPERLY 



ERlC 



i9u 



MISOE NO 



PROGRAM 

USOE CODE NO(S) 



MACHINE SHOP 



DIVISfON 
UNIT 

TERMOB NO. 



03 

05 



MACHINES 



3.00 EXTENT - 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



ERIC 



...... ..... ■ .- 



itlSOE NO. 



PROGRAM MACHINE SHOP _ . ^DIVISION 03 MACHINES 

UNIT 05 PRQtJECTS 
TERMOB NO. 15-050 



CONDITION 




C 


) 


1.01 


BLUEPRINT OF A PLANER GAUGE 


C 


) 


1.02 


REQUIRED STOdc 


C 


) 


1.03 


POWER HACK SAW 


c 


) 


1.04 


POWER BAND SAW 


c 


) 


1.05 


DRILL PRESS 


c 


) 


1.06 


LATHE 


c 


) 


1.07 


HORIZONTAL MILLING MACHINE 


c 


) 


1.08 


VERTICAL MILLING MACHINE 


c 


) 


1.09 


SURFACE GRINDER 


c 


) 


1. 10 


FURNACE 


c 


) 

4 


1.11 


BASIC MACHINIST'S TOOLS CTABLE 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMAlviCE AND RESULTING OUTCOME 
C > 2.01 MAKE A PLANER GAUGE AS SPECIFIED IN BLUEPRINT 
EMPLOYING THE FOLLOWING OPERATIONS: 



c 


)" 


2.02 


SELECT STOCK 


c 


) 


2.03 


CUT STOCK 


c 


) 


3.0if 


FACE OFF 


c 


) 


3.05 


CENTER DRILL 


c 


) 


3.06 


STRAIGHT TURN 


c 


) 


3.07 


TAPER TURN 


c 


) 


3.08 


THREAD 


c 


> 


3.09 


KNURt 


c 


) 


3.10 


PLAIN MILL 


c 


) 


3.11 


SLOT MILL 


c 


) 


5. 12 


FACE MILL 


c 


) 


3. 13 


DRILL 


c 


) 


3.14 


'TAP 


c 


) 


3.15 


HARDEN 


c* 


) 


3.16 


TEMPER 


c 


) 


3.17 


SURFACE GkIND 


c 


) 


3.18 


ANGLE GRIND 


c 


) 


3.19 


ASSEMBLE 



201 



ERIC 



MISOe NO. 



PROGRAM MACHtNF ySHflP 

USOE CODE NO(S) 



DIVISION 
UNIT 

TERMOB NO. 



03 



MACHIfJES 



PROJECTS 



16-050 



1.00 CXWOITION 



2.00 PERFORMANCE 

GENERAL STATEMENT OF .PERFORMANCE AND RESULTING OUTCOME 



202 



ERIC 



'ROGRAM 



MACHINE SHOP 



DIVISION 03 MACHINES 
UNIT 05 PROJECT?" 

TERMOB NO. 



16-050 



3.00 EXTENT 



: : 1 ^- ' ^' r— 

\ 

GENERAL STATEMENT OF feXTENT AND EXTENT OF RES ULTING OUTCOME 
'C") 37oi PLANER GAUGE. IS MADE TO APPROVAL OF BOARD OF EXP E RT 
RATERS. TO BE COMPLETED WITHIN 30 HOURS WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



c 


> 


3.02 


c 


) 


3.03 


c 


) 


3.0tf 


c 


) 


3.05 




) 


3.06 


. c 


) 


3.07 


c 


) 


3.0 8 


c 


) 


3.09 


c 


) 


3. 10 


c 


) 


3.11 


c 


) 


3.12 


c 


) 


3. 13 


c 


') 


3.1*+ 


c 


) 


3.15 


c 


) 


3. 16 


c 


) 


3.17 


c 


) 


3. 18 


c 


) 


3.19 



CORRECT STOCK SELECTED 
1/8 INCH OVERSIZE 



..005 
.005 
.005 
.005 



.OR 
OR 
OR 
OR 



INCH 
INCH 
INCH 
INCH 



AS 
AS 
AS 
AS 



SPECIFI 
SPECIFI 
SPECIFI 
SPECIFI 



TO ± 
TO ± 
TO ± 
TO ± 

FITS GO/NO-GO THREAD GAUGE 
TO ± l/S^f INCH ON LENGTH, PATTERN 
TO t .005 OR INCH AS SPECIFI 

TO ± .005 OR INCH AS SPECIFI 

TO ± .005 OR l/6*f INCH AS SPECIFI 
TO i . 003 OR l/6,tf INCH AS SPECI>I 
FITS GO/NO-GO THREAD GAUGE 
HEATED TO CORRECT TEMPERATURE AND 
HEATED TO CORRECT TEMPERATURE AND 
TO ± .0002 OR 1/100 INCH AS SPECI 
TO i 0° 5' 

ALL PARTS FIT PROPERLY 



ED IN BLUEPRINT 
ED IN BLUEPRINT 
ED IN BLUEPRINT 
ED IN BLUEPRINT 

IS CLEAN AND SHARP 
ED IN BLUEPRINT 
ED IN BLUEPRINT 
ED IN BLUEPRINT 
ED IN BLUEPRINT 

QUENCHED 
QUENCHED 
FIED IN BLUEPRINT 



205 



ERIC 



Misoe NO. 



PROGRAM MACHlr4E SHOP 

USOE CODE NO(S) 



DIVISION . 03 MACHINES 
UNIT 05 projects' 

TERMOB NO. 16-050 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



'iSOB NO* 



'ROGRAM 



MACHINE SHOP 



DIVISION 03 
UNIT - 06 
TERMOB NO. 



MACHINES 



SHAf'ER-PLANER 



16-067 



CONDITION 



C ) 1.01 

e ) 1.02 

( ) 1.03 

C ) l.O^f 



BLUEPRINT OF A MACHINIST'S VISE 

REQUIRED STOCK 

SHAPER-PLANER 

BASIC MACHINIST'S TOOLS (TABLE T-3) 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 ROUGH OUT MACHINIST'S VISE JAW EMPLOYING, THE FOLLOWING 
OPERATIONS: 



( ) 2.02 SELECT STOCK 

( ) 2.03 SECURE PIECE TO SHAPER-PLANER 
,C ) 2.04 ROUGH OUT VISE JAW 



3.0 0 EXTEN,T 



GEMERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 VISE JAW IS ROUGHED OUT TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 30 MINUTES WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



C ) 3.02 CORRECT STOCK SELECTED 

C ) 3.03 PIECE WILL NOT MOVE UNDER WORKING PRESSURE 
( ) 3.0^*, TO + 1/32 -0 



ERIC 



MISOE NO. 



PROGRAM MA CHINE SHOP 
USOE CODE(s) 



DIVISION 05 
UNIT 0 6 

TER^40B NO, 



1.00 CONDITION 



MACHINES 



SHAPE R-PLANinr 



16-06 7 



2,00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EX-^^NT ' 

GENERAL STAtEMENT OF EXTENT AND^- EXTENT OF RESULTING OUTCOME 



20 G 




1IS0E NO. 



■ROGRAM 



MACmNE SHOP 



DIVISION 04 
UNIT 01 
TERMOB MO. 



INSPECTION 



.1.00 CONDITION 



C ) 1.01 .BLUEPRINT OF A SCREW 

C ) 1.02 S CREW 

) 1.03 OPTICAL COMPARATOR 

C ) 1.04 TEMPERATURE CONTROLLED ROOM 

C ) 1.05 MACHINERY HANDBOOK 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
( > 2.01 INSPECT SCREW FOR DEFECTS EMPLOYING THE FOLLOWING 
OPERATIONS: 



C ) 

C ) 

C ) 

C > 

C ) 



2.02 
2.03 
2.04 
2.05 
2 . 06 



SET UP MACHINE 
MOUNT WORK 
VERTICAL MEASURE 
HORIZONTAL MEASURE 
THREAD MEASURE 



3.00 EXTENT 




GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 SCREW IS INSPECTED FOR DEFECTS TO APPROVAL OF BOARD 
OF EXPERT RATERS. TO BE COMPLETED WITHIN 20 MINUTES 
WITH EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY. 



C 
C 
C 

c 
c 



3.02 
3.03 
3. 04 
3.05 
3.06 



ALL SETTINGS CORRECT 
PROPERLY ALIGNED, SECURELY 
TO ±^ . 0001 INCH • 
TO ± .0001 INCH 
TO ± .0001 INCH 



IN PLACE 



207 

ERIC 



1.00 CX)NDITI0N 



■MI50E NO. 



PROGRAM MACHINE SHOP 

USOE CObE NO(S) 



DIVISION 
UNIT 

TERMOB NO. 



Oh 
01 



T^qPFr.TTnNJ 



COMPARATOR 



_16-051 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
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ERIC 



vtlSOE NO. 



MACHINE SHOP 



mTisToN 04 

TERM^B NO. p 



INSPECTION 



CUMHARAIUK 



16-052 



1.00 CONDITION 



C ) l.Or 1» 10 TAP WHICH IS NOT OPERATING PROPERLY 

C ) 1.02 OPTICAL COMPARATOR 

C ) 1.03 TEMPERATURE CONTROLLED ROOM 

( ) 1.0^* MACHINERY HANDBOOK 



2.00 PERFORMANCE 





* 

GENERAL STATEMENT OF "PERFORMANCE AND RESULTING OUTCOME 






C ) 2.01 LOCATE DEFECT IN TAP EMPLOYING THE FOLLOWING 


0 




OPERATIONS : 





C y 2.03 'MOUNT WORK 

( ) 2.04 VERTICAL MEASURE 

( )• 2.05 RADIU'S MEASURE 

C ) 2.06 THREAD MEASURE 



3.0 0 EXTENT 



GENERAL STATEMENT OF EkTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 DEFECT IS LOCATED TO APPROVAL OF BOARD OF EXPERT 

RATERS. TO BE COMPLETED WITHIN 20 MINUTES WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



TT 
C ) 
C ) 
C ) 
C ) 



3.02 
3.03 
3. 04 
3.05 
3.06 



ALL SETTING CORRECT 

PROPERLY ALIGNED, SECURELY IN PLACE 
TO ± .0001 . 
TO 4 0° 1' 
TO ± .0001 



ERIC 



20ii 



tfMiiililiiiiliiiiii 



MISOE m.. 



PROGRAM MAr.HTNF <?,hc)P 

USOE CODE NO(S) 



.00 CONDITION • 



DIVISION 
UNIT 

TERMOB NO. 



01 



INSPECTION 



COMPARATOR 



16-052 



2.0 0 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3*00 EXTENT 

GENERAL STATEME<NT OF EXTENT 'aND EXTENT OF RESULTING OUTCOME 



ERIC 



........ ................ ...... 4^. »..,..^,v„. .^>^^^.im£i^^..^l^kM.,mt^^ 



Misoe NO 



PROGRAM 



MACHINE SHOP 



DIVISION O^f ifUSPEnTiO N 

UNIT 02 HARDNESS TESTER 

TERMOB NO. 16-053 



1.00 CONDITION 



C ) 1.01 HARDENED ANGLE PLATE 

C ) 1.02 ROCKWELL HARDNESS TESTER 



\ 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C > 2.01 MEASURE HARDNESS OF ANGLE PLATE EMPLOYING THE 
FOLLOWING operations: 

C ) 2.02 CLEAN ANVIL AND WORK 

C ) 2.03 APPLY SMALL LOAD f 

C ) 2. Off APPLY LARGE LOAD 

C ) 2.05 READ HARDNESS NUMBER 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

JToi HARDNESS IS MEASURED TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 20 MINUTES WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY. 



>— 3^.^2 THQROUGHLA^ 

C ) 3.0 3 SMALL POINTER IS AT ZERO 

C ) 3.0k LARGE POINTER IS AT ZERO 

C ) ,3.05 EXACTLY : 



2il 



ERIC 



Misoe NO. 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) 



DIVISION 
UMIT 

TERMOB NO. 



Oh 
02 



INSPECTION 



16-053 



1.00 CONDITIOK 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3,00 EXTENT > 

GENERAL STATEMENT OF EXTENT AND EXTENT OP RESULTING OUTCOME 



ERIC 



. ■ w ...1. . . t.. ... ^. 



2! 



MISOE t». 



PROGRAM 



MACHINE SHOP 



DIVISION 04 INSPECT I ON 

UNIT 02 HARDNESS TESTER 

TERMOB NO. 



16-054 



.00 CONDITION 



C ) 1.01 TEMPERED CENTER PUNCH 

C ) 1.02 ROCKWELL HARDNESS TESTER 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTIN G OUTCOME 
Tl 2.01 MEASURE HARDNESS OF CENTER PUNCH TIP EMPLOYING 
THE FOLLOWING OPERATIONS; 



C ) 2.02 CLEAN ANVIL AND WORK 

C ) 2.03 APPLY SMALL LOAD 

C ) 2.04 APPLY LARGE LOAD 

C ) 2.05 READ HARDNESS NUMBER 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESU LTING OUTCOWE 
C"l 3701 HARDNESS IS MEASURED TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 20 MINUTES WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR 
UNSATISFACTORY. 



CD — STtn- 

C ) 3.03 
C ) 3.04 
C ) 3.05 



-TttOROtJGHLY 

SMALL POINTER IS A 

LARGE POINTER IS A 
EXACTLY , 



] 



ZERO 
ZERO 



2 1 3 



ERIC 



Misde NO, 



McSfilJn.? Mn/c^ MAt-.HTNF SHOP 
USOE CODE NO(S) 



DIVISION 
UNIT 

TPRMOB NO. 



.00 CONDITION 



0*+ 
02 



INSPECTION 



HARnNF^fs TFj^TFR 

16-05t4 



2.00 PERFOf^ANCE 

6Ef4£RAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



1 -i 



ERLC 



nSOE NO. 



MACHIHE SHOP 



1.00 CONDITION 

C ) 1.01 
C 5 1.02 
C ) 1.03 



DIVISION Oh INSPECTION 
UNIT 03 HkHt MEASUREMENT 
TERMOB NO. 



lB-fl55 



i 



BLUEPRINT OF A WASHER 
VERNIER CALIPER 
MACHINED WASHER 



2.00 PERFORMANCE 



general statement of performance and resulting outcome 
"o ftoi inspect size of washer employing the following 
operations: 



"r~5 2702 MEASURE INTERIOR DIAMETER 
C ) 2.03 MEASURE EXTERIOR DIAMETER 
C ) 2.04 MEASURE THICKNESS 



3.00 



EX1|ENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C ) 3.01 SIZE OF WASHER IS INSPECTED TO APPROVAL OF BOARD OF 

EXPERT RATERS. TO BE COMPLETED WITHIN 15 MINUTES WITH 
EACH OPERATION JUDGED AS S ATI S-^ACtORY OR UNSATISFACTORY. 



C ) 3.02 TO ± . 001 
C ) 3.03 TO ± .001 
C -j 3.04 TO ± .001 



ERIC 



2i[l 



MISCE NO 



PROGRAM MACHINE SHOP 

USOE CODE NO(S) ~ 



DIVISION 
UNIT 

TERMOB NO. ' 



04 
03 



INSPECTION 



HAND MEASUREMENT 



LOO CONDITION 



2.00 PERFORMANCE ^ 

----- 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



2iG 



ERIC 



ISOE NO. 



PROGRAM 



MACHINE SHOP 



1,00 CONDITION 



C 0 

C ) 

C ) 

C D 



01 
0 2 

,03 
Oh 
05 



DIVISION 0^ , INSPECTION 

UNIT* 0 3 HANU MbAbUkhMhWr 
TERMOB NO. ^ 



16-056 



BLUEPRINT OF A GAUGE BLOCK 
MACHINED AND GROUND GAUGE BLOCK 
VERNIER MICROMETER 
DIAL INDICATOR MICROMETER 
TEMPERATURE CONTROLLED ROOM 



Jill 



2.00 PERFORMANCE 



J 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 ^lEASURE DIMENSIONS OF GAUGE BLOCK EMPLOYING THE 
FOLLOWING OPERATIONS: 



2.02 
2.03 
2.0k 



MEASURE HEIGHT 
MEASURE WIDTH 
MEASURE DEPTH 



3.0 0 EXTENT 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME * 
"^—5 37oi DIMENSIONS ARE MEASURED TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO' BE COMPLETED WITHIN 20 MINUTES WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 

~n 3702 TO t .OO'Ol INCH ' 
C ) 3.03 TO t .0001 INCH 
C D 5. Oh TO i . 0001 rtJCH 



217 



MISOE NO. 



^OGRAM MACHINE SHOP— 

USOE CODE NO(S) ' ' ~ 



DIVISION 
UNIT 

TERMOB NO. 



INSPECTION 



03 HAND MEASUREMENT 



16-056 



LOO CONDITiON 



PERFORMANCE 

GENERAL STATEMENT OF PEJLgORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENEfeAL STATEMENT OF EXTENT AND EXTEND OF RESULTING OUTCOME 



2i o 



ERIC 



■vilSQE NQ^- -i _.._..__,-■..„.-. ... V, 

'PROGRAM MACH SHOP DIVISIOM 04 INSPECTION 

UNIT 03 HAND MEASUREMENT 



TERMOB NO. 16-057 



1.00 CONDITION . 

-C ) 1.01 WORK PIECE WITH 2 MACHINED HOLES 

J— Q ^ 



2.0 0 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 DETERMINE DISTANCE BETWEEN HOLE CENTERS EMPLOYING 
THE FOLLOWING OPERATiONS: ' 

C ) 2 . 02 MEASURE DISTANCE BETWEEN OUTSIDE EDGES 
C > 2.03 MEASURE DISTANCE BETWEEN INSIDE EDGES 
C ) 2.04 COMPUTE AVERAGE 



3,0 0 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 
C :) 3.01 DISTANCE TS DETERMINED TO APPROVAL OF BOARD OF EXPERT 
RATERS. TO BE COMPLETED WITHIN 15 MINUTES WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY. 



C ) 3.02 TO ± .001 
C ) 3.03 TO ± .001 
C ) 3.04 EXACTLY 




erJc 



MISOE NO. 



PROGRAM MACHINE SHOP 

usee CODE NO(S) 



1.00 CONDfTION 



DIVISION 
UNIT 

TERMOB NO. 



Ok 
03 



INSPECTION 



HAND MEASUREMENT 



16-057 



2.0 0 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



220 




'ROGRAM 



MACHINE SHOP 



DIVISION Ok. 
UNIT 03 
TERMOB NO. 



INSPECTION 



HAND MeASURLMbNI 



16-OBb 



1.00 CONDITION 



C > 



1.01 



c y 1.03 



10 GAUGE BLOCKS OF THE SAME SIZE 
-DrAt^^KDttAT OR CO-1 IN ^H-ft^^OW^ 
BASE AND STAND FOR DIAL INDICATOR 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 DETERMINE RANGE OF ACCURACY OF GAUGE BLOCKS EMPLOYING 
THE FOLLOWING OPERATIONS: 



C ) 2.02 MEASURE GAUGE BLOCKS 
C ) 2.03 DETERMINE RANGE 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 

C ) 3.01 RANGE OF ACCURACY DETERMINED TO APPROVAL OF BOARD OF 

EXPERT RATERS. TO BE COMPLETED WITHIN 10 MINUTES WITH 
EACH OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY 



TT 



3.02 
3.03 



TO i .0001 
iTO t .0001 



ERIC 
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MISOE NO. 



PHOGRhM MACHINE SHOP 
USOE CODECS ) ' 



DIVISION Ok 
UNIT ' 02 
TER>40B NO. 



1.00 CONDITION 



INSPECTION 



HAND MEASUREMENT 



16-066 



I 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AMD EXTENT Of^ RESULTING OUTCOME 



222 



ERIC 



M.ISOE NQ, 



"•ROGRAM/ 



MACHINE SHOP 



DIVISION 04 
UNIT 04 
TERMOB NO. 



INSPECTION 



INDICAtORS 



i6-b58 



1.00 CONDITION ■ " 

C ) 1.01 10 MILLED HARDENED AND GROUND GAUGE BLOCKs' 

r •) 1.Q2 DIAL IN DICATOR 

C ) 1.03 INDICATOR STAND 

( ) 1.04 BASIC MACHINIST'S HAND TOOLS (TABLE T-3) 
2.0 0 PERFORMANCE 



GENERAL STATEMENT "OF PERFORMANCE AND RESULTING OUTCOME 
C ) 2.01 DETERMINE RANGE OF SIZE OF GAUGE BLOCKS EMPLOYING THE 
FOLLOWING OPERATIONS: 



C ) 2.0 2 MEASURE GAUGE BLOCKS 
CD 2.03 DETERMINE RANGE 



3.O0 EXTENT 



GENERAL 



STATEMENT OR EXTENT AND EXTENT OF RESULTING OUTCOME 



3.01 RANGE OF SIZE OF GAUGE BLOCKS IS DETERMINED T.O APPROVAL 
OF BOARD OF EXPERT RATERS. TO BE COMPLETED WITHIN 30 

MINUTES WITH EACH OPERATION JUDGED AS SATISFACTORY OR 

UNSATISFACTORY. 



( ) 

c y 



3.02 
3.03 



TO ± .00005 
TO t .00005 



22. 



\ 



ERIC 



1 ■, ' 






.... -__ ' _ 


MISOE NO, ^ 




1 PHOGRAM MACHTNF 
1 USOE CODECS) -i2Aicai!^- 


SHOP DIVISION nu INSPFCTTON 
* ^jNil Qn INDICATORS 




^ 1.00 CONDITION 


TEW^B NU.' , "I6l068 r~ 

• # 

0 










2.00 PERFORMANCE 






GENERAL STATEMENT 


OF PERFORMANCE AND RESULTING OUTCOME.. 




* *^ 

; 3.00 EXTENT 






GENERAL STATEMENT 


OF EXTEfNJT AND EXTENT OF RESULTING OUTCOME 
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MACHINE SHOP 



DIVISION Ok INSPECTION 
UNIT 05 THREAD HEASURbMETTT 
TERMOB NO. 



i6-n7n 



1.00 ^'CONDlTION 



C ) 1.01 THREADED BOLT, ANY SIZE 

X > 1702— THREADE^D"NtJT7~ANY-SlZh 

C ) 1.03 SCREW PITCH GAUGE 

C ) 1.04 THREAD MICROMETER 



2.00 PERFORMANCE 



GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 

.C ) 2.01 IDENTIFY THREAD SIZE EMPLOYING THE FOLLOWING OPERATIONS 



~C1 2T02 MEASURE OUTSIDE DIAMETER 

C ) 2.03 MEASURE ROOT DIAMETER 

C ) 2.0'f MEASURE PITCH 

C ) 2.05 CALCULATE PITCH DIAMETER 



3.00 EXTENT 



GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME . 

C~5 370i THREAD SIZE IDENT/flED TO APPROVAL :0F BOARD OF EXPERT 
RATERS. TO BENEOMPLETED WITHIN 20 MINUTES WITH EACH 
OPERATION JUDGED AS SATISFACTORY OR UNSATISFACTORY . 

3T02 TO ± .001 
C ) 3.03 TO ± .001 
( ) 3.0k EXACTLY 



22i) 



ERIC 



USOE COOE(s) 



MACHINE SHOP 



1,00 CONDITION 



DIVISION 
UNIT 

TERf40B NO. 



Ok. 
05- 



MISOE NO. 



INSPECTION 



HAND MEASUREMENT 



i6-Q7Q 



2.00 PERFORMANCE 

GENERAL STATEMENT OF PERFORMANCE AND RESULTING OUTCOME 



3.00 EXTENT 

GENERAL STATEMENT OF EXTENT AND EXTENT OF RESULTING OUTCOME 



erJc 
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TABLE T-3 
BASIC MACHINIST'S TOOLS 



HAND TOOLS 
BALL PEEN HAMMER 

SOFT-HEADED HAMMER ^ 
SET OF SCREW DRIVERS % 
BENCH VISE 
SET OF FILES 
SET OF CHISELS 

O PEN END W RSNCH&S 

ADJUSTABLE WRENCHES ' 
BOX WRENCHES 

SOCKET WRENCHES , a 

SET-SCREW WRENCHES 

SPANNER WRENCHES / 

HAND TAP SETS • 

TAP WRENCHES 

SET«IF DRILLS 

HAND REAMERS 

HACK SAWS 

COUNTERSINK SET 

l^AYOUT TOOLS 

SCRIBER 

PRICK PUNCH 

CENTER PUNCH 

AUTOMATIC CENTRAL PUNCH 

DIVIDERS 

STEEL BEAM TRAMMELS 
KEYSEAT RULE 
> COMBINATION SQUARE SET 
HtkwAPHRODITE CALIPER 
ANGL^ PLATES « _ 

MEASURING VoOLS 
STEEL RULE 

SHORT-LENGTH RULE AND HOLDERS 
NARROW RULE 
TAPE RULE 
HOOK RULE 
RULE DEPTH GAUGE 
SLIDE CALIPER RULE 
COMBINATION SET 
INSIDE AND OUTSIDE CALIPERS 
MICROMETERS CO-1/ 1-2, 2-3) 
INSIDE MICROMETER CALIPER 
INSIDE MICROMETER 
MICROMETER DEPTH GAUGE 
VERNIER MICROMETER 
VERNIER CALIPER 
VERNIER HEIGHT GAUGE 
VERNIER BEVEL PROTRACTOR 
DIAL INDICATOR 
THREAD GAUGE 
VEE BLOCK 

SURFACE ^AUGE- - — • — 

rMSPTU ■/■^Al l./rC„ ., ,.. ,. ... ...... 



J 



OPEN END WRENCHES 
ADJUST/VBLE WRENCHES 
BOX WRENCHES 
SOCKET WRENCHES 
SET-SCREW WRENCHES 
SPANNER WRENCHES 
HAND TAP SETS 

TAP WR^NCHE^-' 

SET OF DRILLS 
HAND REAMERS 
HACK SAWS 
COUNTERSINK SET 

LAYOUT TOOLS 

SCRIBER 

PRICK PUNCH 

CENTER PUNCH 

AUTOMATIC CENTRAL PUNCH 

DIVIDERS 

STEEL BEAM TRAMMELS 
-KE¥S€^ AT RUL ^ 



COMBINATION SQUARE SET 
HERMAPHRODITE CALIPER 
ANGLE PLATES 

MEASURING TOOLS 
STEEL RULE 

SHORT-LENGTH RULE AND HOLDERS 

NARROW RULE 

TAPE RULE 

HOOK RULE 

RULE DEPTH GAUGE 

SLIDE CALIPER RULE 

COMBINATION SET 

INSIDE AND. OUTSIDE CALIPERS 

MICROMETERS CO-1, 1-2, 2-p 

INSIDE MICROMETER CALIPER 

INSIDE MICROMETER 

MICROMETER DEPTH GAUGE 

VERNIER MICROMETER 

VERNIER CALIPER 

VERNIER HEIGHT GAUGE 

TERNI ER BE VEL-Pi?0Ti^ACTOR ^ 

DIAL INDICATOR 
THREAD GAUGE 
VEE BLOCK 
SURFACE GAUGE 
DEPTH GAUGE 

BOOKS 



ERIC 



MACHINERY HANDBOOK 

aS)RTED gutting TOOLS 
INCLUDING B UT NOT LIMITED TO: 

J' 

END MILLS 
MILLING CUTTERS 
BORING BARS 
FLY CUTTERS 

^ SLOTTING CUTTERS- 228 

SAW BLADES 



T-170 



TABLE T-3A 

WELDING HAND TOOLS 

WIRE BRUSH - 
CHIPPING HAMMER : 
HAMMER 



WEDGES 

CLAMPS 

PLIERS 

TONGS 

GLOVES 

SHIELD 

APRON ' 



229 



] TABLE T-3B 

OXYGEN-icETYLENE 6AS WELDING EQUIPMENT 

i ' ^ 

CYLINDER OF OXYGEN 

CYLINDER OF ACETYLENE 

CONNECTING HOSES 

REGULATORS 

APPARTUS WRENCH 

WELDING TIPS 

TORCH • 

SPARK LIGHTER 

WELDING RODS 



230 
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Table t-4 Additional TERMOB Performance Statements 



This form is provided for the addition of TERMOB performance 
statements to ensure more complete coverage of your program. Please 
provide a comprehensive performance statement (coded 2.01 on each 
TERMOB) for each area^ of deficiency that you have identified. 

The performance statement need only be listed identified by 
the division and unit numbers of the deficient areas; the conditions 
and extents will be incorporated later. 



1. Division 



Unit 



Performance Statement 



2. Division^ 

V 

Unit 



Performance Statement 



3. Division^ 
Unit 



Performance Statement 



4* - JDivision_ 
Unit 



Pefformemoe Statement 



5. Division^ 
Unit 



Performance Statement 



6* Division^ 
Unit 



Performance statement 



7. Division 



Performance Statement 




2. Division^ 
Unit 



3. Divi»ion__ 

Unit 



4. Diviiion_ 
Unit 



5 , Division_ 
Unit 



6 . Divi6ion__ 
Unit 



7. Division^ 
unit 



Performance Statement 



Performajice Statement 



Performance Statement 



Performzmoe Statement 



Performance Statement 



Performance Statement 



Performance Statement 



ERIC 



T-174 
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Table T-4 (Cont'd) 'Additional TEFMOB Performance Statementa 



This form is provided for the addition of TERMOB performance 
statements to ensure more complete coverage of your program. Please 
provide a con5)rehensive performance statement (coded 2,01 oh each 
TERMOB) for each area of deficiency that you have identified. 

^. . . ^® performance statement need only be listed identified by 
the divisxon and unxt numbers of .the deficient areas; the conditions 
and extents will be incoirporated later. 

8. Division Performance Statement 



Unit 



9. Division Performance Statement^ 

Unit ^ 



10. Division_ 
Unit 



11. Division_ 
Unit 



12, Division 
Unit 



13, Division^ 
Uni t 

ERIC ' 



Performance Statement 



Performance Statement 



Performance Statement ' 



Performance Statement 



«i>d extehtii wi 11 be incorporated later. 



8. Division_^ 
Unit 



9. Division_ 
Unit 



10. Division_ 
Unit 



11. Divi8ion_ 
Unit 



12. Division^ 
Unit 



13. Division_ 
Unit 



14. Division^ 
Unit 



performance Statement 



Performance Statement 



Performance Statement 



Performance Statement 



IferfoInn^mce Statement 



Performance Statement 



Performance Statemebt 



ERIC 
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T-175 
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PROGRAM: 

TERMOB NO. 
16-001 
16-002 
16-003 
16-063 
16-059 
16-060 
16-061 
16-064 
16-065 
16-004 
16-005 
16-006 
16-007 
16-008 
16-009 
16-010 
16-011 
16-012 
16-013 
16-014 
16-015. 
16-016 
16-017 
16-018 
16-Old 
16-020 
16-021 



INDEX OP TERMOB STATEMENTS 
MACHINE SHOP 



DEBURR EDGES OF CUBE 

DEBURR ANGLE PLATE 

POLISH GAUGE BLOCK 

LAP GAUGE BLOCK 

LAY OUT ANGLE IRON PLATE 

ASSEMBLE BENCH VISE 

ASSEMBLE TAP WRENCH 

TAP HOLE IN MACHINIST'S VISE JAW 

DRILL HOLE IN MACHINIST'S VISE JAW 

ANNEAL ANGLE PLATE 

HARDEN CENTER PUNCH 

TEMPER HARDENED CENTER PUNCH 

MAKE A PARALLEL CLAMP SCREW 

MAKE A CENTER PUNCH 

MAKE AN HEXAGONAL NUT 

MAKE SALT AND PEPPER SHAKERS 

MAKE A SCRIBER 

MAKE A MACHINIST'S HAMMER HEAD 

MAKE A TELESCOPING JACKSCREW 

MAKE A MACHINIST'S BIMETALLIC HAMMER 

MAKE AN ANGLE PLATE 

MAKE A MACHINIST'S VISE 

MAKE TWO PARALLEL CLAMP JAWS 

MAKE A GAGE BLOCK 

MAKE A T-NUT 

MAKE A SKATE SHARPENER 



SHARPEN END MILL 



PAGE 

T-10 

T-12 

T-14 

T-16 

T-18 

T-20 

T-22 

T-24 

T-26 

T-28 

T-30 

T-32 

T-34 

T-36 

T-38 

T-40 

T-42 

T-44 

T-46 

T-48 

T-50 

T-52 

T-54 

T-56 

T-58 

T-60 

T-62 



ERIC 



ie-0b3 POLISH GAUGE BLOCK T- 

X6-063 LAP GAUGE BLOC^ ^-16 

16-059 LAY OUT ANGLE IRON PLATE 

16-060 ASSEMBLE BENCH VISE ^ T-20 

16-061 ASSEMBLE TAP WRENCH T-22 

16-064 TAP HOLE IN MACHINIST'S VISE JAW T^24 

16-065 DRILL HOLE IN MACHINIST'S VISE JAW T-26 

16-004 ANNEAL ANGLE PLATE T-28 

16-005 HARDEN CENTER PUNCH T-30 

16-006 TEMPER HARDENED CENTER PUNCH T-32 

16-007 MAKE A PARALLEL CLAMP SCREW " T-34 

16-008 MAKE A CENTER PUNCH T-36 

16-009 MAKE AN HEXAGONAL NUT T-38 

16-010 MAKE SALT AND PEPPER SHAKERS . T-40 

16-011 MAKE A SCRIBER T-42 

16-012 MAKE A MACHINIST'S HAMMER HEAD T-44 

16-013 . MAKE A TELESCOPING JACKSCREW T-46 

16-014 MAKE A MACHINIST'S BIMETALLIC HAMMER T-48 

16-015 , MAKE AN ANGLE PLATE T-50 

16-016 MAKE A MACHINIST'S VISE T-52 

16-017 MAKE TWO PARALLEL CLAMP JAWS T-54 

16-018- MAKE A GAGE BLOCK T-56 

16-019 MAKE A T-NUT '^-58 

16-020 MAKE A SKATE SHARPENER T-60 

16-021 SHARPEN END MILL T-62 

16-022 - GRIND JAWS ON MACHINIST'S VISE T-64 

16-023 SURFACE GRIND ANGLE PLATE T-66 

16-024 GRIND A STRAIGHT TOOTH SLOTTING CUTTER T-68 

16-025 GRIND A LATHE CENTER T-70 

16-026 GRIND A TEST BAR - T-72 

16-027 MAKE A BOLT ^ ^. . T-74 

T-176 



23T 



PROGRAM: 

TERMOB NO. 
16-028 
16-029 
16-030 
16-031 
16-032 ' 
16-033 
16-058 
16-034 
16-069 
16-062 
16-035 
16-036 
16-037 
16-fi3_8 
16-039 
ie-040 
16-041 
16-042 
16-043 _ 
16-044 
16-045 
16-046 
16-047 
16-048 
16-049 
16-050 



ERLG6-067 

16-011. 



INDEX OF TERMOB STATEMENTS (CONT'D) 
MACHINE SHOP. . 

<» 

MAKE A NAIL SET BODY 
MAKE A BORING TOOL 

MAKE AN ANGLE PLATE " 
MAKE A NEEDLE POINT CLAMP SCREW 
MAKE A fiEVEL WASHER 

copy chessmen , 

Weld a seam or joint (tig) 

WELD A seam or jbiNT (MIGJ 
WELD A SEAM OR JOINT (GAS WELDING) 
EDM 3/4" HEX IN WRENCH BLANK 
MAKE A PLUG GAUGE 
MAKE A RING GAUGE 
"make a LATHE DOG 
MAKE A YOKE AND SCREW 
MAKE A MACHINIST'S SQUARE 
MAKE. A HEIGHT GAUGE 
MAKE A SINE BAR 
MAKE AN EDGE FINDER 
MAKE A DEPTH GAUGE 
MAKE A "V BLOCK 
MAKE A MILLING CUTTER 
MAKE A TAP WRENCH 

MAKE A PRECISION TOOL MAKER'S VISE 

MAKE A SINE PLATE 

MAKE A BENCH VISE 

MAKE A PLANER GAUGE 

ROUGH OUT MACHINISt^VISE JAW 



a.. 



INSPECT SCREW FOR DEFECTS 



PAGE 
T-76 
T-78 
T-80 
T-92 
T-84 
T-86 
T-88 
T-90 
T-94 
T-96 
T-98 
^00" 
T-102 

Ti404 
T-106 
T-108 
T-112 
T-116 
T-120 
T-122 
T-124 
T-126 
T-130 
T-134 
T-138 
T-142 
T-146 
T-148 



16-031 


MAKE A NEEDLE POINT CLAMP SCREW 


T-82 


16-032 


MAKE A BEVEL <*ASHER 


T-84 




COPY CHESSMEN 


T-86 


16-058 


WELD A SEAM OR JOINT (TIG) ' . 


T-88 


16-034 


WELD A SEAM OR JOINT (MIG) 


T-90 


16-069 


WELD A SEAM OR JOINT (GAS WELDING) 


T-94 


16-062 


EDM 3/4" HEX IN WRENCH BLANK 


T-96 


16-035 


MAKE A PLUG GAUGE 


T-98 


16-036 


MAKE A RING GAUGE 


T-lOO 


16-037 


' MAKE A LATHE DOG 


T-102 


16-038 


MAKE A YOKE AND SCREW 


T-104 


16-039 


MAKE A MACHINIST'S SQUARE 


T-106 


16-040 


MAKE A HEIGHT GAUGE 


^ ■ T-108 


'r^..l6-041 


MAKE A SI?ffi[ BAR 


T-112 


16-042 


MAKE AN EDGE FINDER ^ . 


T-116 


16-043 


MAKE A DEPTH GAUGE 


T-120 


16-044 


MAKE A "V BLOCK 


T-122 


16-045 


MAKE A MILLING CUTTER 


T-124 


16-046 


MAKE A TAP WRENCH 


T-126 


16-047 


MAKE A PRECISION TOOL MAKER'S VISE 


. T-130 


16-048 


MAKE A SINE PLATE ' • . 


T-134 


16-049 


• MAKE A BENCH VISE 


T-138 


16-050 


MAKE A PLANER GAUGE j 


T-142 


16-067 


ROUGH OUT MACHINIST'S VISE JAW 


T-146 


16-051 


INSPECT SCREW FOR DEFECTS 


T-148 


16-052 


LOCATE DEFECT IN TAP 


T-150 


16-053 


MEASURE HARDNESS OF ANGLE PLATE 


T-152 


16-054 


MEASURE HARDNfesS OF CENTER PUNCH TIP 


T-154 


16-055 


* 

. INSPECT SIZE OF WASHER 


T-156 


16-056 


MEASURE DIMENSIONS OF GAUGE BLOCK 


T-158 


16-067 


DETERMINE DISTANCE BETWEEN HOLE CENTERS 


T-160 



o 23b 
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INDEX OF TERMOB STATEMENTS (CONT'D) 
PROGRAM MACHINE SHOP 

TERMOB NO. S^GE 

16-066 DETERMINE RANGE OF ACCURACY OF GAUGE BLOCKS T-162 

16-067 DETERMINE RANGE OF SIZE OF GAUGE BLOCKS ' T-164 

16-070 • IDENTIFY THREAD SIZE T-166 



0. 
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